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1 Exhaust air washed 5 times: The Paint 
and fume-laden air passes through 5 
washings before it is vented. Paint pigment ig E/ 
collected in the Dynaprecipitor and will ng 
unbalance the fan, or collect in the exhaug}: 
ducts or on the exterior of the building. 


2 Dynaprecipitor stays cleaner much long. 
er: All surfaces with which the off-spray comes 
in contact are constantly flushed. Booth clean. # 
ing time is minimized. : 


3 Unique clog-proof construction: There are 
no nozzles to clog. The water is distributed 
directly from the large manifolds by means of 
deflector plates. 


4 Uniform distribution of large water vo. 
ume: There are no breaks in the water cu. 
tains . . . no gaps in the air-washing sproy 
There is more water circulated per lineal {oo 
of a Binks Dynaprecipitor than any other boot 
of which we know. 


5 Efficient paint reclamation: This uni 
washes out and collects an exceptionally high 
percentage of the off-spray for reclamation. 
Heavy solids and light pigments collect in the 
fore part of the pan and are prevented bya 
divider in the pan from recirculation through 
the system. 


6G Manifolds constantly flushed: The wate 
constantly circulates through the manifolds to 
prevent settlement of sediment. 


7 All sizes and capacities: Dynaprecipito 
booths are available from “one man” sizes 10 
giant installations of any proportion. 


8 Water economy: The water is circulate 
over and over again. Moisture eliminators 1 
move all of the water from the air before it 
is vented. 


9 Reduces fire and explosion hazards: The 
efficient removal of all off-spray from the room 
and the multiple washing given the air in the 
booth virtually eliminates the possibility of fire 
or explosion. 


10 Better working conditions: This booth 
keeps the shop cleaner and more healthful... 
makes it a pleasanter place in which to 
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Add Qne Mare Asset 


Not so many years ago, finishers of metal products had at their command only 
a limited number of finishes for their products. The finishes consisted of paints, 
varnishes, japans, and a few clear lacquers, and most of them had been manv- 
factured for years according to standardized formulas. The experienced finisher 
knew all that he needed to know about each of the finishes, and within their limita- 
tions he generally was able to use each to the best advantage. 


Since that time, however, the finishing business has been revolutionized. Modern 
chemical science has made available thousands of new raw materials for finish 
manufacture — lacquer bases, solid and liquid plasticizers, natural and synthetic 
resins, pigments, solvents, and thinners — and, as a result of research, new ones 
are being added every day. Since each of these materials, either alone or in the 
proper combination, imparts certain properties to the finish, an almost unlimited 
number of new finishes are constantly being developed. 


This evolution in the finishing industry would not have taken place if there had 
been no need for it. The development would not have had the required commercial 
impetus if only a few different kinds of finishes would suffice for all purposes — 
which certainly is not the case. Finishers of metal products have a multitude of 
requirements, and a multitude of different finishes is needed to meet them. On the 
other hand, so great are the present resources of the modern finish manufacturer 
that he can, broadly speaking, supply almost any kind of a finish which the manu- 
facturer of metal products may want. 


The finisher of today cannot know all he ought to know about the finishes he 
is using. Their composition has become too complex and varies too widely for 
that. In attempting the selection of finishes entirely on his own, the finisher runs 
the risk of using a finish that may be unnecessarily expensive for the work in hand 
or incapable of providing the proper protection to the metal on which it may be 
applied. The user of finishes should look to his supplier for expert, conscientious, 
painstaking advice and service to ensure the use of a balanced finish. 
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Operations at PHILCO 


Radio parts receive diversified coatings whose enduring properties are 
enhanced by fast baking. 





f 





By HERBERT CHASE, M.E. 


HE wide use of steel for car ra- 

dio housings, record player 

, parts, and similar items has 
necessitated the use at Philco’s 
Philadelphia plant of a central finish- 
ing department for applying various 
types of finishes on an efficient, large 






Fig. 1—Rear view of row of spray booths along aisle where tote boxes of parts to be enameled 
are spotted for feeding down chutes between the booths 


quantity basis. Many of the parts are 
first bright zinc plated to provide for 
a base of higher corrosion resistance 
properties for spray painting than 
would bare steel with enamel applied 
direct. In other cases, steel is Bonder- 
ized without plating prior to the ap- 
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Fig. 2 — ‘ Hammer- 
one” finish being 
produced on a record 
changer frame by the 
use of a solvent ap- 
plied in droplets from 
a special small gun 
while the previously 
applied enamel coat 
is still wet. At the left 
can be seen one of 
the chutes down 
which parts to be 
sprayed in the next 
booth are supplied to 
operator. 


plication of a syn- 
thetic enameland, 
in still other in- 
stances, the zinc 
plating is Bond- 
erized before it is _ 

painted to further add to the corrosion 
resistance and to promote a better 
bond with the enamel. 

‘he choice of the treatments that 
precede enameling depends upon the 
company or customer specification 
which, in turn, is dictated by service 
requirements and by cost considera- 
tions. The same can be said of the 
enamel coat or coats except that, for 
the latter, the matter of appearance, 
as well as cost and serviceability, be- 
comes a prime consideration. 

For most items finished in the Philco 
plant, synthetic enamels or clear lac- 
quers are nearly always chosen. These 
finishes, however, vary in composition 
and in color as well as in texture, de- 
pending largely upon the appearance 
desired. At present, there is consider- 
able demand for so-called “Hammer- 
tone” finishes which yield a somewhat 
mottled and usually rather high luster 
surface. Actually, the surface is quite 
smooth but possesses somewhat the 
appearance of having received light 
dents from a hammer. This type of fin- 
ish is not only attractive but has some 
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tendency to mask minor surface irreg- 
ularities present. 

Except in emergencies, Philco fol- 
lows the practice of requiring that sup- 
ptiers of enamels rush to its laborator- 
ies a sample of actual production runs 
of each type of finish used before bulk 
orders are shipped. This sample is 
carefully tested and some of it is ap- 
plied to metal by the same method as 
that used in production to check the 
results obtained. If the tests show that 
requirements are met, a wire is sent 
to the supplier to make the production 
shipment. If not, the supplier is ad- 
vised and must remedy the deficiency 
before shipping the bulk lot. Tests are 
also made when shipments are receiv- 
ed before the finishing material is re- 
leased for use in the plant. 

All synthetic finishes used at the 
Philco Philadelphia plant are applied 
in a row of ten spray booths, as shown 
in Fig. 1. These booths are located 
across an aisle from two conveyorized 
baking ovens. Beside each booth is an 
inclined chute, the higher end of which 
is located along another aisle where 
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parts ready to be sprayed are delivered 
in tote boxes by fork truck or other 
means. Boxes are spotted next to the 
chute down which the parts are to be 
fed, and are placed in the chute by 
workers assigned to this one particu- 
lar job. In general, each worker can 
keep several chutes filled; consequent- 
ly, parts are always available to each 
spray gun operator who only has to 
reach for a part and place it on a hold- 
er in his booth. 

With this arrangement, the aisle 
along which spray gun operators work 
is kept free of tote boxes and banks 
of unfinished parts, the banks being 
in the chutes immediately beside the 
booths. Thus, the sprayers are not 
bothered with any handling before 
spraying except that involved in shift- 
ing the part from the chute into the 
spray booth, a distance of some two or 
three feet. 

The work holders used during the 
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Fig. 3 — Immediately following 
spraying, parts are placed on the 
screen racks of the baking oven cop. 
veyor, each part being handled jp 
such a manner that the finish oy 

exposed surfaces is not marred, 


spraying operation are var. 
ied to suit the job. If a pat 
has to be turned in order to 
reach more than one side in 
spraying, the holder is usual- 
ly a small turntable or a table 
which the sprayer can move 
as required to coat all sur- 
faces. All spray booths are 
equipped with water washed 
backs and with guns arrang- 
ed either for gravity or pres- 
sure feed from tanks charged 
in an adjacent mixing room. 
A pressure of approximately 
10 lb. is kept on the pressure 
tanks, and a pressure of 60 
p.s.i. is supplied for spraying. 

Metal masks are provided for cover- 
ing areas that are not to be sprayed. 
In the case of two-piece housings, one 
half of which telescopes over the other, 
as in most car radios, for example, 
the housing is plated and assembled 
before spraying. As a result of this 
type of construction, masks are un- 
necessary. However, enamel is not 
sprayed on the lapping zinc plated sur- 
faces so as to maintain good ground- 
ing contacts. 

Upon completing the spraying of a 
part, the spray operator lifts it in such 
a way as not to mar the sprayed sur- 
face and places the part on a tray of 
the nearest oven conveyor, which is 
located behind him and just across 4 
narrow aisle. This time-saving arrange- 
ment eliminates the necessity of hav- 
ing trays and supports for the parts 
in the aisle and, although a slight 
pause is required for the shifting of 
the work, the effect upon spraying 
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The toughest cleaning job can be 
done Efficiently, Economically! 


WHY BE SATISFIED WITH LESS ? 


No metal parts or products cleaning 
problem is too tough for A-F 
Engineers! . . . Custom - designed, 
engineered and built especially to 
clean electric motor housings, parts 
and assemblies, this A-F Cleaning 
Machine does its job quickly, efficient- 
ly, economically. It washes and rinses 
and dries by means of high-pressure 
air blow-off. Gas heaters are automa- 


tically controlled. Movement of parts 
through machine can be regulated by 
variable speed drive on A-F Convey- 
or inside. 


If one of our “standard” machines 
will not solve your problems, remem- 
ber that Alvey-Ferguson specializes 
in custom-built equipment. Write for 
literature or a discussion—today. 


THE ALVEY-FERGUSON COMPANY 


631 Disney St. 


Established 1901 


Cincinnati 9, Ohio 


Offices in Principal Cities—Coast to Coast 
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Alvey-Ferguson 
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rates is not great. No helpers for 
handling sprayed parts are necessary 
and, since the spray operators are re- 
sponsible for handling, they can see 
that parts are unmarred when they 
are placed on the conveyor. 


To produce the so-called “Hammer- 
tone” finish, the enamel used contains, 
in addition to the color pigment, some 
aluminum powder which later provides 
the hammered effect. This synthetic 
enamel is sprayed on in the usual 
manner and produces a lustrous sur- 
face without mottle or ‘‘texture.”’ Im- 
mediately following this spraying op- 
eration while the part is still in spray- 
ing position and the enamel is still wet, 
the surface is lightly spattered with a 
mixture containing equal parts of 
ethyl-acetate and varnish maker’s and 
painter’s (VM&P) naphtha. This mix- 
ture is applied with a small spray gun 
of the type used for sprinkling clothes 
with water in laundries, as shown in 
Fig. 2. The gun produces a mist with 
some drops, and the solvent applica- 
tion results in the formation of bright 
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‘spots or a mottled surface resembling 


that produced by hammering. 

As illustrated in Fig. 3, the convey. 
ors used in transporting the sprayed 
parts have pendant frames or wire 
mesh “shelves” that remain horizon- 
tal as they pass through a baking ov- 
en at a speed which requires each 
shelf 55 minutes to reach the discharge 
end of the oven. During this traverse, 
the parts are heated to a temperature 
of 275 deg. F. and are maintained at 
this temperature long enough to effect 
thorough drying and sufficient baking 
to ensure maximum enamel adhesion. 

When the racks of parts reach the 
end of the oven conveyor, they are un- 
loaded by hand, as shown in Fig. 4, 
and placed on a belt conveyor which 
travels along a bench and passes the 
ends of the two ovens, as shown in 
Fig. 5. In the case of small parts, 
tote box trays are used. On the con- 
veyor belt, the enameled surfaces are 
inspected and parts that pass inspec- 
tion are either packed for shipment or 
are loaded into tote boxes with such 
separatorsas may 
be required to 
prevent marring 
in transfer to 
plant assembly 
line. Rejects are 
either touched up 
or are sent to a 
stripping tankfor 
removal of the en- 
amel, after which 


Fig. 4—Discharge end 
of the baking oven 
where parts, some of 
which have a ‘‘Ham- 
mertone’’ finish, are 
removed from the car- 
riers and placed on 
racks, shown at the 
left, or set on a belt 
conveyor for inspec- 
tion 
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How to give 
Phenolic 
Resin Sheets 
0 uniform 


@A uniform pattern on the surface of 
phenolic resin sheets depends on the 
performance of your power-driven 
brush. A Pittsburgh Brush has all the 
specifications necessary to give you a 
mat or a satin finish of the desired 
texture. ® The dense fill mixture of 
special white tampico is carefully in- 
spected for coarse fibres which cause 
irregular patterns. When spiral wound 
and trimmed, the fibre ends are finely 
sand-papered to assure smooth rotary 
action with abrasives. @ There’s no 
guesswork in the construction of Pitts- 
burgh Power-Driven Brushes. What’s 
more, they’re designed to stand up 
under the heaviest usage. 


PITTSBURGH 
PLATE GLASS COMPANY 





al 


It pays to use power-driven 
brushes by Pittsburgh 


@ A Pittsburgh Brush does the job fast and 
gives you a uniformly finished product. You 
can depend on Pittsburgh Brushes for better 
performance, enduring economy, and a mini- 
mum of lost time in change-overs. In the 
complete Pittsburgh line are brushes of all 
types, including “Perfect Balance” sections, 
wheels and section assemblies, Uni-Fill 
scratch brushes, as well as paint and other 
maintenance brushes. ® Consult the Pitts- 
burgh engineering representative. He will 
gladly work with you in developing any type 
of power-driven brushes to meet your par- 
ticular finishing requirements. 


Bash Discs) 


3221 FREDERICK AVENUE. + BALTIMORE—29 - MARYLAND 
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Fig. 5—Belt conveyor (left) on which parts coming from the baking oven (right) and destined for 
shipment without further assembly work in the plant are place 
for inspection and packing after cooling 


they undergo the same finishing proce- 
dure as new parts. 


“Infra-Red Lamps for Better Produc- 
tion.’? How manufacturers may use infra- 
red lamps for heating, baking, and dry- 
ing processes is explained in kits of in- 
formative material now being distribu- 
ted to electric utility companies by the 
General Electric Lamp Department. In- 
cluded with the material is a 25-minute 
sound slide film in color entitled ‘‘Infra- 
Red Lamps for Better Production,’’ and 
literature for distribution to audience 
groups. 

_The sound slide film (not a movie) 
makes clear the different kinds of infra- 
red radiant energy which can be applied 
to industrial processes and describes how 
infra-red lamps have speeded production, 
improved quality of products, improved 
working conditions, and saved factory 
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space for a wide variety of products. 
Electric utilities are now securing the 
material from General Electric Lamp 
Department sales offices throughout the 
country. Manufacturers desiring to 
know more about infra-red lamps and 
this particular General Electric slide film 
presentation are requested to make ar- 
rangements with local electric companies. 





‘Is There Poison in Your Corrosion- 
Resisting Alloy?’’ is the title of a four- 
page bulletin released by The Duriron 
Co., Inc., Dayton 1, Ohio. The bulletin 
deals principally with the presence of cop- 
per as a possible solution contaminator 
in corrosion-resisting alloys. A formula 
is included which shows the percentage 
of copper by weight that would be ab- 
sorbed by a corrosive solution being han- 
dled by a Durcopump made of Durimet 
20, a special stainless steel alloy. Copy 
of Bulletin M-5 free upon request. 
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AND Save UP TO 65% 


OF FINISHING COSTS! 





SAVES COATING MATERIAL 


Normally 40% to 50%... some- 
times more! Used with commere 
cially available finishes. 


SAVES LABOR 


Fully automatic . . . requires only 
one attendant. Booth clean-up 
reduced as much as 90%. 


ASSURES QUALITY FINISH 
E L ECT RO STAT i Cc A consistently uniform finish ... 


with fewer rejects... at any pro- 


Ss PRAY PAINTIN G duction speed. 
INCREASES PRODUCTION 


Constant production ... more ef- 
ficient operation, supervision and 
Inspection. 


SAVES FLOOR SPACE 


A compact Ransburg unit often 
replaces several spray booths. 


SAVES OVERHEAD 


Far less exhaust requirements— 
conserves factory heat. 








RESULTS TELL THE STORY! In this new booklet you'll 
see why Ransburg has accomplished tremendous economies in 
finishing, with automatic quality control . . . a// so important 
to manufacturers today. Pictured here are amazing results Rans- 
burg has obtained on a wide variety of products. 

RANSBURG can simulate your production facilities in their 
laboratories . . . and prove the applicability of Electrostatic 
Spray-Painting to your requirements. Your request to see these 
finishing economies demonstrated will receive every consider- 
ation ... without obligation. 


HARPER J. RANSBURG CO. 
1248 BARTH AVE.- INDIANAPOLIS 7, IND. 
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Racks for Finished Parte 


The author presents an interesting discussion relative to the design of 
racks used in supporting various shapes and sizes of metal parts 
that have been freshly sprayed or dipped. 


By JOHN E. HYLER 


parts, it is usually necessary to 

design them in such a manner 

that they do not contact a very 
large area of the parts being held. In 
the case of racks used in transporting 
materials into or through baking 
ovens, whether they be of a truck type 
or for use on chain conveyors, it is 
important to leave the entire surface 
of the parts being baked exposed to 
the heat or as nearly so as possible. 
Racks used for supporting workpieces 
to which finish, coatings have been 


q providing racks for finished 








SA 
FIG.1 


Drawing of racks for finished parts 


freshly applied must be designed to 
contact even a smaller amount of the 
surfaces to guard against the finish 
being badly marred. 

The drawing herewith shows a wall- 
type rack which has been employed to 
advantage for supporting freshly- 
sprayed or freshly-dipped parts of the 
flat type that can be stood on the 
floor against the wall and spaced 
slightly apart to allow for drying. In 
Fig. 1 at A can be seen a small por- 
tion of a rack designed for this pur- 
pose. As shown, the rack, which in- 
cludes evenly- 
spaced V-notches, 
is of the nature of 
a lineal strip with 
its straight edge 
fastened against 

£ the wall. Note 
YY that three differ- 
ent thicknesses of 
material, designa- 
ted as B, C, and 
D, are supported 
in these notches 
with only two- 
point contact 
against the ex- 
A treme corners of 
the stock. In cases 
where sheet met- 
al or other very 
thin stock is to 





























34. PRODUCTS FINISHING 
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NEW G-E SOUND SLIDE 


FILM ON INFRARED 


Don’t miss this interesting 30-minute pic- 
ture story! General Electric’s brand new 
full-color sound slide film explains the 
many advantages of infrared lamp ovens 
en’ se ie apt 

ehydrating, curing an 
drying. It gives you the i 
facts you need to size up rot 
Infrared as a production m 
tool for your plant. . 


You’ll learn how Infrared works —and 
see how infrared ovens are being used 
successfully to dry chinaware, bake fin- 
ishes, skin-dry molds, preheat plastics, 
etc. And you'll get a 
quick education on infra- 
red equipment, and how 
radiant energy can be 
adapted to various pro- 
duction schemes. 





Call your nearby General Electric Lamp 
office or your electric utility today and 
find out when this unique sound slide film 
will be shown in your area. And remem- 
ber—for best results with 
Infrared, consult a rec- 
ognized oven manufac- 
turer, and make sure you 
get G-E infrared lamps. 
General Electric Co.,Nela 
Park, Cleveland 12, Ohio. 
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(Right) This rack-type truck 
is adapted for supporting 
small and large sheet metal 

parts in baking finishes. 

(Photo courtesy Despatch 

Oven Co., Minneapolis, 
inn.) 


the V-notches in the 
rack can be cut all the 
way down to a point. 
Figure 2 of the draw- 
ing shows three V- 
notch racks fastened 
along a wall in parallel. 
Usually, three strips so 
arranged will accom- 
modate all of the dif- 
ferent lengths of stock 
to be dried in this man- 
ner. The shorter mat- 
erial will be supported by only the two 
lower strips, as at F, while longer mat- 
erial, as at E, will have a bearing in all 
three strips. However, as many such 
strips as may be needed to meet a par- 
ticular case can be fastened in paral- 
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(Left) This rack-typs © 
truck includes round © 
rods for the line-con- 
tact support of sheet 
metal parts during 
the baking of finishes * 
on the parts. 
(Photo courtesy Des. 
patch Oven Co., Min. | 
neapolis, Minn. ) 


lel to the wall, 

provided that the | 
notches in all of } 
the strips are 

spaced alike and — 
are arranged in 

a true _ vertical 

registration with 

one another. 


Beckman pH Meters. Harshaw Scien- 
tific, Division of The Harshaw Chemical 
Co., 1945 E. 97th St., Cleveland 6, Ohio, 
now has available a 16-page catalog 
which contains illustrations, descriptions, 
and prices of various models of Beck- 
man pH Meters available from stock. 
Copy is available free upon rquest. 
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A one-coat finish of 
distinctive beauty and 
low cost 


Long wearing and mar-resistant, 
Hammeroc is an attractive new 
finish of unusual merit and versa- 
tility. Physically, Hammeroc is a 
high-quality, synthetic enamel of 
the alkyd, alkyd-urea and alkyd- 


urea-melamine type. 

In contrast to similartype finishes 
requiring two or more applications, 
Hammeroc’s distinctive finish is 
achieved with a single spraying—no 
splatter coat or thinner are needed. 
This exceptional finish is also highly 
resistant to soap, alkali and mois- 
ture...is easily kept clean and 
sanitary. Moreover, Hammeroc is 
available in a wide variety of pastel 
hues—all of which provide excellent 
coverage and hiding properties. 

Easy to apply, and very reason- 
able in cost, Hammeroc deserves 
important consideration in your 
design specifications. Write today 
for samples! 





ition to industrial 


Hammeroc is another fine 
organic finish by the makers of 
Vedoc! In fact, it’s another form 
of Vedoc—both products of the 
Ferro Enamel Corporation and its 
Liquid Plastics Division. 

Known the world over for its 
outstanding developments in Por- 
celain enamels and Porcelain enam- 
eling, Ferro is equally renowned 
for its research and engineering 
“Know-how” in many other fields 
of industrial finishing. 

Designers and builders of more 
than 89% of all modern Porcelain 


FERRO. 


enameling furnaces, Ferro has also 
built hundreds of driers . .. and 
ovens for organic finishes. More- 
over, Ferro has constructed any 
number of complete finishing 
plants, then provided practically 
everything needed to operate these 
plants efficiently. 

In short, Ferro Enamel and 
its subsidiaries are prepared tq 
assume undivided responsibili 
for your finishing—somethi 
well worth your considera 
if you have finishing probley 
any kind. 
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a better baked synthetic finish 


and with 


“loc “Headquarters” Service 
logs 


as near as your telephone 


All Vedoc finishes, including Hammeroc, are 
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you to get all the facts firsthand. Let us tell 
you more about these “‘better”’ finishes and what 
they can do for you. Write us today. 
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ing cost per pound or piece; and cleanliness of operation. 
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The cylinder is made of perforated steel, 
heavily rubber covered. Diameter of per- 
forations can be any size specified—deter- 
mined by the character of the work being 
done. 


Heads of cylinder are also of per- 
ECES F ° 


forated steel construction, giving a 
solid welded construction through- 

a Paewy an . 
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PP Ae the flats. 

éf / Cylinder cover, operation of clutch, 
Mes 3 steam or cooling coils, exhaust 
<- hood, hoist for cylinder and con- 
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Part 13— Barrel Finishing Procedure and Its Relation to 
Porosity of Electrodeposited Surfaces 


By H. LEROY BEAVER 


Barrel Finishing Consultant 
Lansdale, Pennsylvania 


since a prominent manufacturer 
of metal products said to us, 
“T’ve noticed that from time to 
time you stress porosity of plated sur- 
faces. Well, we don’t have that con- 
dition, at least I’ve never seen it on 
any of our products.” Further conver- 
sation developed the fact that he had 
never examined these surfaces under 
any magnification whatever, and, be- 
cause pores in the surface of the plate 
were not visible to the naked eye, he 
assumed that they were not present. 
In just about the same sense we 
could each examine a small section of 
our own skin and the pores would not 
be visible to the naked eye here either. 
Surely, we do not require the calling 
in of medical authorities to convince 
us that the skin is perforated with mil- 
lions of pores. Electrodeposited sur- 
faces are, in at least a sense, also per- 
forated with the same porous condi- 
tion, much as we would like to have 
it otherwise. In just the same manner 
that a doctor would assure you that 
your skin is full of pores, we have au- 
thorities of unquestioned ability who 


4 T has only been a short time ago 


38 PRODUCTS FINISHING 





give us the same assurances with re. 
gard to the porosity of electroplated 


_Surfaces. Maybe, we had best extend 


the sub-title of this discussion to in- 
clude cracks and fissures, and by that 
we mean those areas generally found 
in angles of metal stampings where 
the metal is stretched beyond its elas- 
tic limit and cracks develop. 

Considerable stress has been placed 
upon the various “bright’’ deposits 
and one of the principal talking points 
has been that with bright deposits the 
necessity for a barrel finishing oper- 
ation disappears. However, we have 
never met any competent authority 
who would be so courageous as to 
claim that any of these so-called bright 
deposits were pore-free, and, as a mat- 
ter of fact, authorities tell us that, as 
to pores, there is no difference in the 
relative proportions we might expect 
to find whether the deposited coating 
is dull or bright. 

Then again, we have been asked s0 
very many times whether it was abso- 
lutely necessary in order to obtain the 
best possible final finish, that the parts 
be barrel finished prior to plating and 
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also after plating. There is, of course, 
little question that the surfaces of 
parts finished in an appropriate bar- 
rel with adequate load are work hard- 
ened and any porous areas are closed 
and, thus, do not reappear as pores 
after plating. Most platers will tell 
you that they cannot “plate over 
holes,” and that the best they could 
do would be to try to pile the plate on 
so thick that if the grain structure 
were sufficiently coarse, the grain par- 
ticles might, after a time, bridge over 
the holes and thus seal them. This, 
however, is definitely not a recom- 
mended practice. 

As a general procedure, parts are 
not barrel finished prior to plating for 
the purpose of closing pores in the 
base metal itself, but rather for re- 
moving burrs and for smoothing the 
surface. It is true, too, that in some 
plants the blanking and forming oper- 
ations are such that no preliminary 
barrel finishing operation is required, 





DATA: Easily reversible to R.H. or L.H.; 5” 
side adjustment on Needle Bearings 
with Remote Control; Hydraulic Shock 
Absorber lowers weight slowly; easily 
tracks 34,” to 6” belts from Remote Con- 
trol; Large Bearings Mounted in Arm 
for Lower Bearing Speeds, sealed for 
life with Non-Friction Grease Seals; 
Large Belt Length Adjustment; Counter 
Weighted for Steady Accurate Pressures. 











while in others the blanked pieces are 
so outrageously burred that nothing 
short of a barrel finishing operation 
would ever adapt them for plating, 
Where no burring operation ig re. 
quired, we think that a preliminary 
barrel finishing operation is unneces. 
sary, provided two coats of metal are 
to be deposited such as copper on steel] 
followed by nickel. In this respect, we 
like to think back to a case that has 
always been an outstanding one with 
us even though the operations were 
carried out years ago when silk cur- 
tains on all closed automobile bodies 
were the vogue. The Carey-McFall 
Company of Philadelphia was then, 
we suspect, the largest single pro- 
ducer of these curtain end brackets 
in the country. The electroplating and 
finishing departments were under the 
direction of Mr. Albert Hirsch, a mas- 
ter plater and a quite considerable 
authority in his own right, as well 
as principal instructor in electroplat- 
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or inorganic alkalies . . . so water 
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nishing action. And it does not form 
non-rinsable films that may inter- 
fere with subsequent operations. 
Try Wyandotte Burnishing Com- 
pound 317 for burnishing with steel 
balls ... for burring ... or for 
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combined burnishing and burring 
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ing and electroforming*’in one of Phil- 
adelphia’s vocational schools. The 
bracket job was one of the finest ex- 
amples of blanking and forming that 
we have ever seen in any particular 
establishment. 

The parts were taken from the press 
shop, adequately cleaned, and immedi- 
ately copper plated. They were then 
barrel burnished in the conventional 
manner in Abbott 30 x 16-inch high 
and narrow barrels and always with 
a pressure load of burnishing materi- 
als of 1,000 lb. This was important, for 
without adequate pressure, porosity 
could not have been cured by a barrel 
finishing operation. Following copper 
plating, the parts were again cleaned 
and sent directly to the nickel bath. Af- 


ter the nickel had been deposited, the - 


parts were subjected to a light barrel 
run in soap solution. 

The Carey - McFall organization 
proudly points out that it had no sin- 
gle record of reported failure of the 
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plated surfaces when the above prog, 
dure was used, and indeed today if yoy 
could find an old outmoded and anti. 
quated closed car body on some used 
car or scrap lot that was equipped 
with these curtain brackets, you might 
be reasonably sure that the plated sur. 
face, while slightly dulled, will still be 
intact. Maybe what this firm has done 
could stand out as an example of what 


you, too, could do if you applied your. 


selves seriously to the problem of the 
elimination of porosity in your own 
plated products. 

Let us suppose that we just happen- 
ed to find ourselves in the automotive 
center called Detroit. Meeting up with 
a friend he would ask, “How did you 
come out—by train or plane?,” to 
which we would answer, ‘Oh, no. We 
drove out in our 1,000 h. p. Glutz 
Straight Sixteen.” To this he might 
appropriately remark, “Well, why 
boast of your high rated horsepower 
when you know the thing won’t climb 
hills?,’”’ and so somewhat paraphras- 
ing this last remark we might also say 
to the whole electroplating fraternity, 
“Why boast of the protective value of 
your electrodeposited surfaces when 
you know that they are shot full of 
pores, or “holes” to you if you want 
it that way, and being so, just what 
do you propose to do about it?” 


So very many people have said to us | 


from time to time that they felt we 
attached too much importance to this 
thing called porosity, and was it really 
called for or warranted. Maybe you 
will all feel better satisfied that the 
subject warrants a lot of attention 
when we quote for you what one of 
this country’s most highly respected 
and ablest authorities has to say on the 
subject, and so I will ask you to go 
with me on a little journey to Detroit, 
Mich., the date being December 7th, 
1940, the place and occasion being the 
Fourth Educational Session of the De- 
troit Chapter of the American Electro- 
platers’ Society, the title of the paper 
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presented being ‘“‘The Application of 
Modern Science to the Electroplating 
Industry.” The speaker was no less 
than Dr. Charles F. Kettering, Direc- 
tor of Research for General Motors 
Corporation, and this is what Dr. Ket- 
tering had to say: 

“The same thing that spoils paint 
spoils plating. If you have little holes 
in your plating, you can spray a hose 
or salt spray on it all you want to 
and it isn’t going to have any effect on 
it, but if you wet that plating or sur- 
face with dew, you will wet it from the 
bottom up since moisture enters as va- 
por, condenses and fills the crack. This 
destroys the finish. Despite all the big 
thick books that have been written, all 
that is needed to ruin the finish is to al- 
ternately heat and cool the surface in 
a normal atmosphere and thus cause 
moisture to condense and evaporate on 
the surface. 

“These are just the ‘fleas’ that 
bother us all the time. We must never 
lose sight of the fact that there are 
lots of new things that are going to 
happen and all of them are in the 
years ahead.” 

And as if this were not enough, let 
us quote for you the opinion of an- 
other authority equally prominent in 
his field of work, and whose expres- 
sions are held in the highest regard by 
every member of the electroplating 
fraternity that we know, and again no 
less than Dr. William Blum, head of 
the Electrochemical Division of the 


United States Bureau of Stan 
Washington, D. C. We asked Dr. Blyn 
the question, “If we should say that 
all electrodeposited surfaces are pop. 
ous, would that statement be true gy 
false?”” Dr. Blum’s answer was, “As 
much as I would like to say no, the 
answer must be yes.” 

So there you have it plainly and sim. 
ply and from two of the foremost ay. 
thorities in the whole country. As to 
both, we refuse to yield first place to 
anyone in the degree of our admiration 
and respect for the vast area of re. 
search they have covered in the field 
of general production and electrochem. 
ical procedure. Dr. Blum is co-author 
along with another fine friend of ours, 
the very able Mr. George B. Hogaboom 
of New Britain, Conn., of the textbook 
“The Principles of Electroplating and 
Electroforming”’ which is used inter. 
nationally wherever these principles 
are taught. 

We wonder whether, should Dr. Ket- 
tering chance to read this discussion, 
he would agree that an appropriate 
barrel finishing operation to close 
these same “pores and cracks in a 
plated surface” might be considered as 
“one of the new things that is going 
to happen in the years ahead.” 

Important as is this matter of poros- 
ity of electrodeposited surfaces and 
thinking back, starting with 1937 when 
this series of discussions was inaugu- 
rated, it might be interesting to com- 
ment that down through this ten-year 
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period we have received an average of 
close to six hundred letters per year, 
all having to do in one way ‘or another 
with some phase of the electrodeposi- 
tion of metals or the surface treatment 
of metals. In all of that correspon- 
dence we do not recall ever having re- 
ceived any letter, telegram, or even 
postal card from any responsible in- 
structor in any college, university, in- 
stitute, seminary, or other institution 
wherein the principles of electroplating 
or the surface treatment of metals is 
taught. We sometimes wonder just 
what these courses contain with re- 
gard to operations to eliminate condi- 
tions of porosity and for the preven- 
tion of the corrosion of the base metal 
to say nothing whatever of the effect 
of an appropriate barrel finishing oper- 
ation to cold work the plated surface 
to greater hardness and for resistance 
to wear. 

As to barrel manufacturers general- 
ly, we gladly praise their work when 


their work warrants praise, and we ar 
equally frank in criticising them when 
we feel that criticism is warranted, It 
seems to us that it would be the nor. 
mal function and all to the interest of 
barrel manufacturers generally if they 
would contact and explain to all of the 
instructors in electroplating that they 
could reach, the importance of barre] 
finishing procedure if for no other sin. 
gle reason than the most important 
one of the elimination of porosity in an 
electrodeposited surface. For them to 
do less than this is inexcusable for if 
they profit by their business ventures 
then they should be the ones to dissem- 
inate as far and as completely as pos- 
sible all of the pertinent information 
of the value of barrel finishing proce- 
dure. The information should be sup- 
plied in such a way, using authorities 
of unquestioned recognition, that in. 
structors would have no: hesitancy 

incorporating the information in theif 
general course of teaching. q 
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How thick should an electrodeposi- 
ted coating be to provide for resistance 
to corrosion of the base material on 
which it is deposited? Need the metal 
be as thick when the barrel finishing 
is employed as a part of the manufac- 
turing process than when it is not? 
Well, suppose we take copper as an 
example. Without discussing its rela- 
tive values as to malleability or duc- 
tility, we can say that it is an easy 
metal to deposit and it does respond 
very nicely to barrel treatment. Some 
platers answer the question by con- 
cluding that a thickness of 0.0001 inch 
is sufficient, others say 0.0002 inch, 
while others insist that 0.0003 inch is 
necessary. Our answer to this is that 
if 0.0005 inch of copper is well depos- 
ited, it will show far greater resistance 
when properly barrel finished subse- 
quent to plating than either 0.001, 
0.002 or 0.003-inch copper not so 
treated. The waste of metal and even 
more important the waste of produc- 
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tion time between depositing 0,0005 
inch of metal and either 0.001, 0.002 or 
0.003 inch should provide a sufficient 
incentive to any manufacturer whoge 
product is susceptible to finishing by 
the barrel method. 

We wish that something might be 
done to bring into the barrel finishing 
fold the roughly 18 per cent of meta] 
parts that should by all means be bar. 
rel finished but which are not so being 
treated. Actually the variation in pro. 
duction costs is such that even a small 
manufacturer depositing 0.0005 inch of 
metal and properly barrel finishing his 
parts can compete favorably with even 
the largest manufacturers who waste 
their metal and time in useless thick 
coatings which even in the last anal- 
ysis fail to protect the base material 
due to the porous character of their 
surface. 

We do not accept everything that 
our so-called economists tell us as gos- 
pel truth and much of it we take with 
the proverbial grain of salt, but at 
least in one respect we do agree and 
that is that in order to maintain our 
economic positionwe must create more 
goods for more people at lower pro- 
duction costs and thus lower prices 
on the open market to make those pro- 
ducts available to more people at 
prices they can afford to pay. We can 
think of no better way to do this than 
for manufacturers of products that 
may be barrel finished to thoroughly 
investigate this field to learn just how 
far and to what effect they might 
adopt barrel finishing procedure in 
their operations. Our readers may feel | 
sure that to this end PRODUCTS FIN: | 
ISHING will bend every energy to pro- 
vide them with the best currently 
available information as to the selec 
tion of barrels, barrel finishing mater: 
ials, and barrel finishing procedure, 

To those manufacturers who may be 
skeptical and doubt the value of bar- 
rel finishing, let us suggest that you 
plate some parts with a 0.0005-inch 
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thickness of metal and have these pro- 
perly barrel finished. Do half a dozen 
or more and send one to each barrel 
manufacturer who says to you in his 
advertising that he has an engineering 
department and invites you to use it. 
Just go ahead and take him at his 
word. He will finish the part and re- 
turn it to you and when you get all 
parts back set them up on an outside 
exposure rack and along with them 
some more of the same parts that have 
been plated to a thickness of 0.001, 
0.002 and 0.003 inch. You can do a 
world of things to help yourself to a 
better understanding of barrel finish- 
ing procedure and you'll learn more 
from these visual lessons than from 
anything we are able to write for you. 

To go still further, if you like the 
salt spray test, salt fog test, salt mist 
test, or any other test you have ever 
heard of, then submit the parts to that 
test. If you operate a plating depart- 
ment, then we simply say to you that 


however thin you can manage to @ 
posit the plate, we of barrel finis 

will process it and iron it out eva 
thinner than you deposit it, adding ty 
it the properties of non-porosity am 
cold - worked hardness that you wij 
never achieve by any means known 
this time. Maybe, if we keep pounding 
away, the time may come sooner rath. 
er than later when the champions 
electrochemical procedure will 
agreeable to admitting that there ap 
other methods that have value in the 
general classification which we like ty 
term the surface treatment of metals, 


“Hour Saver—Dollar Maker’’ is the 
title of a booklet containing complete in- 
formation on Wrinkle finish applications 
which is now being distributed by New 
Wrinkle, Inc., 137 N. Perry St, Dayton 
2, Ohio. Illustrated with photographs 
from production, the booklet ‘is available 
free to executives addressing requests on 
their company letterheads. 


BRIGHT SPOT 
>. IN PRODUCTION 
=. PLANNING 


THE ABBOTT BALL COMPANY, HARTFORD 10, CONN. 
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IRREGULAR SHAPES BECOME REGULAR JOBS... 
on the Vewatile Pacher- Matic 


The buffing and polishing of irregular 
shapes once meant a series of slow, 
costly hand operations. Today, Packer- 
Matic automatic polishing and buffing 
machines handle silverware, household 
appliances, cosmetic items, hardware, 
plumbers brass goods ... and the 
products you manufacture . . . faster, 
better and more economically, 
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Packer-Matic engineers are always 
ready to help you bring your produc- 
tion methods up to date. Let them 
show you how Packer-Matics will 
increase production and reduce labor 
cost . . . increase quality and reduce 
wheel cost . . . increase your profits 
and reduce your overhead. Write or 


"AUTOMATIC MACHINES FOR BUFFING © POLISHING « DEBURRING © GRINDING 
THE PACKER MACHINE COMPANY © MERIDEN, CONN. 
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GENERAL CHEMICAL COMPANY 





Nine Different Groups of fluorine 
compounds—embracing half a hundred 
organic and inorganic products—these 
are the contributions of General Chem- 
ical’s Fluorine Research, to American 
Industry to date. Many more are ready 
for announcement, for General Chemi- 
cal’s work in the field of fluorine chem- 
istry is extensive and continuous, ever 
reaching into the unexplored. 

That is why General Chemical Com- 
pany is recognized as “First in Fluorides” the nation over. 
First... in the diversity and availability of its products. 
First ... in the scope and achievement of its Research, 
First ... in its knowledge of the present and potential 
applications of these increasingly important Basic Chemi- 
cals for American Industry. 

Whenever you require fluorine chemicals—those listed 
here or others made for your particular needs—rely on 
General Chemical Company. 














BASIC CHEMICALS 





FOR AMERICAN INDUSTRY 
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Sales ar 
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Detroit 
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1 Alkali Fluorides 
> General Chemical Fluorine Compounds Sine reise 


The following products are available either in commercial 
or experimental quantities, For information contact General 


Chemical Fluorine Division, 40 Rector Street, N.Y. 6, N.Y. 2 Metal Fluorides 











Orewa 


INSECTICIDES RIMMING STEEL CATALYSTS 





GENERAL CHEMICAL COMPANY 
40 Rector Street, New York 6, N. Y. 
Sales and Technical Service Offices: Albany « Atlanta * Baltimore * Birmingham 
Boston + Bridgeport + Buffalo * Charlotte « Chicago * Cleveland * Denver 
Detroit . Houston * Kansas City + Los Angeles * Minneapolis * New York 
Philadelphia + Pittsburgh + Providence + San Francisco « Seattle + St. Louis 
Wenatchee & Yakima (Wash. ) 
In Wisconsin: General Chemical Wisconsin Corporation, Milwaukee, Wis. 
{n Canada: The Nichols Chemical Company, Limited * Montreal * Toronto ° Vancouver 


Aluminum Fluoride 
Antimony Trifluoride 
Barium Fluoride 
Cadmium Fluoride 
Calcium Fluoride 
Chromium Fluoride 
Copper Fluoride 
Ferric Fluoride 

Lead Fluoride 
Magnesium Fluoride 
Nickel Fluoride 
Strontium Fluoride 
Zine Fluoride 


3 Double Fluorides 


Potassium Chromium Fluoride 
Potassium Ferric Fluoride 
Potassium Titanium Fluoride 


4 Non-Metal Fluorides 


Boron Fluoride—Diethy! Ether Complex 
Sulfur Hexoflvoride 


5 Acid Fluorides 


Ammonium Bifluoride 

Potassium Bifluoride 

Potassium Polyacid Fluoride "50" 
Sodium Bifluoride 


6 Alkali Fluoborates 


Ammonium Fluoborate 
Potassium Fluoborate 
Sodium Fluoborate 


7 Metal Fluoborate Solutions 


Cadmium Fluoborate 
Chromium Fluoborate 
Cobalt Fluoborate 
Copper Fluoborate 
Ferrous Fluoborate 
Indium Fluoborate 
Lead Fluoborate 
Manganese Fluoborate 
Mercuric Fiuoborate 
Nickel Fluoborate 
Silver Fluoborate 
Stannous (Tin) Fluoborate 
Zinc Fluoborate 


8 Fluorine Acids 


Fluoboric Acid 

Fluosulfonic Acid 
Hydrofluoric Acid 
Hydrofivoric Acid, Anhydrous 


9 Organic Fluorine Compounds 


Ethylidene Fluoride (Genetron® 100) 

1,1,1 Diflvorochloroethane 
{Genetron® 101) 

@Reg. U. 8. Pat, OF 








Electroless Mlating 
on Metals by 
Chemical Reduction 


The information presented in this article was prepared by the 
Technical Reports Section of the National 
Bureau of Standards. 


NEW method for plating 
nickel and cobalt on metal 
surfaces without the use of 


electric current has been de- 
veloped by Abner Brenner and Grace 
E. Riddell of the National Bureau of 
Standards. This process, known as 
electroless plating, is brought about 
by chemical reduction of a nickel or 
cobalt salt with hypophosphite in hot 
solution. The reaction is catalytic, and, 
under the prescribed conditions of 
concentration and pH, no plating oc- 
curs unless certain metals, such as 
steel or nickel, are introduced in the 
bath. The reduction then occurs only 
on the surface of the immersed metal 
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with the production of an adherent 
coating of 93 to 97 per cent purity. 
Photomicrographs of deposits ob- 
tained in this manner show both a 
laminar and a columnar structure, sim- 
ilar to bright nickel electrodeposits, 
as illustrated in Fig. 1. The electroless 
deposits are of good quality—sound 
though brittle, and usually bright. 
Since they can be made as hard as 
tool steel, the method may prove use- 
ful where hard, wear-resistant sur- 
faces are required, as in bearings. The 
process is particularly applicable to 
the plating of recesses, irregular- 
shaped objects, and enclosed areas 
such as tubes, where a centered inter- 


Fig. 1—Photomicrographs of 
““electroless’’ nickel depos- 
its from acid solution. Upper 
left, nickel as deposited, 
showing laminations and col- 
umnar_ structure; hardness 
500 (Knoop scale). Upper 
right, after annealing at 400 
deg. C. for 30 minutes, pro- 
ducing maximum hardness of 
800. Lower left, after an- 
nealing at 600 deg. C. for 30 
minutes, showing precipita- 
tion. Lower right, after an- 
nealing for 30 minutes at 800 
deg. C., showing excessive 
precipitation; hardness 470. 
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Fig. 2—Nickel plating on a steel strip at the 
National Bureau of Standards without the use 
of electric current. This new process, known as 
electroless plating, produces a high-purity ad- 
herent coating of nickel or cobalt on metal 
surfaces. It involves the chemical reduction of 
a nickel or cobalt salt with hypophosphite 
through the catalytic action of the metal upon 
which deposition occurs. The equipment, con- 
sisting of glass vessel, solution, and immer- 
sion heater (projecting from the bath), is sim- 
pler and more easily set up than that required 
for electroplating. 


nal electrode with special current leads 
would be needed in electroplating. 

As shown in Figs. 2 and 3, the equip- 
ment is simple and more easily assem- 
bled than that required for electro- 
plating. No generators, rheostats, spe- 
cial racks, or contacts are necessary. 
Small parts which cannot be barrel- 
plated economically are readily plated 
by the electroless process if suspend- 
ed by a string or in a bag affording 
ample exposure of the metal surface 
to the solution. There is no need of 
constant motion, as in barrel plating, 
since current distribution is not in- 
volved in any way. 

While electroless deposits of cobalt 


N 
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and cobalt-nickel alloys have been ob- 
tained only from ammoniacal solu- 
tions, nickel can be deposited from 
either acid or alkaline solutions, The 
reactions, requiring a temperature 
above 90 deg. C. are given in the 
following equations (in which 
cobalt may be written for nic- 
kel): 

NiCl, -+ NaH,PO, -+- H,O — 

Ni + 2HCI -}- NaH,PO, or 
NaH,PO,+H,0O— NaH,PO,+-H, 

The first reaction is the impor- 
tant one, resulting in the depos- 
ition of nickel; the second reac- 
tion tends to lower the efficiency 
of the process through oxidation 
of the hypophosphite. 


Fig. 3—Standard electroplating equip- 
ment in the electroplating laboratory at 
the National Bureau of Sandards. The 
apparatus, consisting of switchboard, 
battery, electrodes, lead wires, and 
solution, is more elaborate than that 
used in electroless plating. 
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Table 1 


Suggested Compositions for the Various Electroless Solutions 


Nickel chloride, NiCl, . 6H,O 
_ Cobalt chloride, CoCl, . 6H,O 

Sodium hypophoshite, NaH,PO, . H,O 
Sodium citrate, Na,C,H, oO, : 5)H, 0. 
Rochelle salt, NaKC,H,O, . 4H,O. 
Sodium hydroxyacetate, NaC, HO, 
Ammonium chloride, NH,Cl- 
Alkali for meinen Se 
a 
Rate of deposition, mm. /hour 
Rate of deposition, inch/hour 
Appearance of deposit 


A unique feature of the electroless 
process is the catalytic initiation of 
the reaction by the following metals: 
iron or steel, nickel, gold, cobalt, pal- 
ladium, and aluminum. Unless one of 
these metals is introduced into the so- 
lution, no reaction takes place. Once 
started, the reaction continues at the 
metallic surface and only rarely oc- 
curs in other parts of the bath. For 
this reason, the containing vessel 
should be of glass, plastic, or other 
noncatalytic material. 

Objects to be plated are cleaned by 
any of the accepted procedures and 
are given an acid dip before being 
suspended in the hot solution. The 
rate of deposition is about the same 
as in barrel electroplating, ranging 
from 0.0002 to 0.0008 inch per hour, 
depending upon the type of solution 
used. During the process, the pH must 
be kept within a certain range, and, if 
the operation is of long duration, the 
nickel salt.and hypophosphite are re- 
plenished at regular intervals. 

The composition of the plating bath 
may vary within rather wide limits. 
Suggested solutions are given in 
Table 1. In addition to the metal ions 
and hypophosphite, the alkaline solu- 
tions contain (1) hydroxycarboxylic 
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Nickel Pre. 
Alkaline | Acid | saat ‘Wicket 
g./1. g/l. | g/l. g/l. 
30 30 | 30 

| 30 30 
10 10 20 20 
100 , 35 
200 
50 
50 50 50 
NH,OH NaOH NH,OH NH,OH 
8-10 4-6 9-10 8-10 
0.008 0.015 0.015 0.015 
0.0003 0.0006 0.0006 0.0006 
Bright Semi- Dull Semi- 
bright bright 


salts and ammonium salts to prevent 
precipitation of the metal salts, and 
(2) certain alkalies to regulate the 
pH. In the acid nickel solutions, or- 
ganic acids are used as buffers. 

Electroless plating on noncatalytic 
metal surfaces may be accomplished 
in two ways. If a film of palladium or 
rhodium of nearly monatomic thick- 
ness is first applied by chemical re- 
placement on a noncatalytic metal, 
deposition of nickel or cobalt will oc- 
cur on the activated surface. Electro- 
less plating of copper may be carried 
out in this way. A second method of 
initiating the reduction is to bring a 
less noble metal, such as iron or alu- 
minum, in contact with the noncat- 
alytic metal while it is immersed in 
the hot electroless solution. Once the 
process has been started, it continues 
because of the catalytic action of the 
initial deposit. 

As formed, the electroless nickel de- 
posits are brittle but become ductile 
when heated. These deposits are hard- 
er than the ordinary electrodeposited 
nickel, and upon heating their hard- 
ness is still further increased. This is 
in contrast to the behavior of “hard” 
electrodeposited nickel, which has 
high initial hardness but softens upon 
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BIG PIECES and SMALL, 
JENSEN Infra-Red DOES ALL 
.. . with Equal Efficiency! 


Mansfield Vault Co. Uses 
Same Jensen Oven to Paint 
Bake Both Large, Heavy 
Vaults and Small Pieces of 
Hardware! 


With substantial savings 
for Mansfield, Jensen engi- 
neers co-ordinated this special 
Jensen Infra-Red Oven with 
both a Dual-Strand Conveyor 
for carrying large vaults thru 
the heat ‘zone, and an over- 
head Loop-Around Conveyor 
for conveying small pieces of 
hardware. 





BETTER FINISH 


All areas of the huge vaults are evenly baked, because the exclusive 
Jensen method of “nesting” lamps assures even distribution of heat over 
large areas. The hardware pieces, too, receive a higher quality finish, 
because Jensen “dual heat” assures complete baking of irregular shapes. 


ACCEPT THIS OFFER 
Without cost or obligation, we will run laboratory tests on your prod- 
ucts, using your finishes. All parts will be returned for your inspec- 
tion. Act today! 


JENSEN SPECIALTIES, Ine. SENSEN 9331 FREELAND 
DETROIT 27, MICH. 


DESIGNERS and BUILDERS of “DUAL HEAT" INFRA-RED OVENS e CONVEYORS « PAINT DIP TANKS 
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heating. The hardening may be ex- 
plained as “precipitation hardening,” 
probably of phosphides. 

The adhesion of the nickel deposit 
to mild steel is such that it cannot be 
flaked off by bending, but on high-car- 
bon steel ‘this property is less satis- 
factory. In salt-spray tests on steel 
coated with 0.0002, 0.0005, and 0.001 
inch of electroless nickel, in compari- 
son with similar panels coated with 
electrodeposited nickel, the protective 
value of the two types of coatings was 
virtually the same. However, the elec- 
troless cobalt does not compare su 
favorably with the electrodeposited 
cobalt. 

The yield or efficiency of the reduc- 
tion based on the decomposition of 
hypophosphite is 37 to 66 per cent for 
nickel and cobalt, respectively. About 
2 grams of nickel or nearly 4 grams 
of cobalt are reduced by 10 grams of 
sodium hypophosphite. Because of the 
moderate yield and the present high 







BUFFER and POLISHER 


BUFFING AND POLISHING MACHINES 


INFINITELY VARIABLE SPEED 


cost of sodium hypophosphite, the 
process is expensive. Extensive com- 
mercial use of electroless plating is 
thus dependent upon a reduction in 
the price of this chemical. 

Note: Recent developments in electroless 
plating were presented in a paper at the con- 
vention of the American Electroplaters’ Society 
in Detroit on June 23, 1947. Earlier phases of 
this work have been reported in Bureau Re- 
search Paper RP 1725, ‘‘Nickel Plating on Steel 


by Chemical Reduction,’’ Abner Brenner and 
Grace E, Riddell, J. Research NBS 37, 1 (1946), 


‘Planned Systems” is the title of a 12- 
page illustrated technical bulletin pub- 
lished by Peters-Dalton, Inc., 17908 Ryan 
Rd., Detroit 12, Mich., which outlines 
most of the basic points to be consider- 
ed in the planning of a complete organic 
finishing system. Data are presented on 
metal cleaning and rust-proofing equip- 
ment, dry-off ovens, spray booths, filter- 
ed air supply systems, drying and baking 
ovens, and overspray reclaiming systems, 

Copy of Technical Bulletin No. 501 is 
available freeto mechanical executivesad- 
dressing requests on company letterheads, 
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The Standard Infinitely Variable Speed Wis 
Buffer and Polisher with its Speedial ' 
Control gives you any spindle speed 
from 1500 to 3000 R.P.M. instantly! 
13 models from | H.P. to 20 H.P. 
@ Maintains perpheral speed throughout 
wheel life. 

@ Gives you maximum usable wheel life. 
® Lower production costs. 

Ry ®@ Higher Production. 















Q 0 


Type R2V. 
15 H.P. (Two 71/2 H.P. Motors) 

10 H.P. (Two 5 H.P. Motors) 

(Each operator is independent of the other) 


WRITE FOR CATALOG TODAY! 


LECTRIGHL TOUL 2. 


HNO 

















See this machine in 
action at the Metal 
Show, Chicago, Oc- 
tober 18-24. Visit 
our Booth No. 1914. 






2518 RIVER ROAD 


58 PRODUCTS FINISHING 








September, 1947 











The 
ALL-PLASTIC 
PROTECTIVE 
COATING 
RESISTS ACIDS, for 
ALKALIES, WATER, OIL METAL, WOOD, 


ALL PLATING CONCRETE 
SOLUTIONS 





Cut costly maintenance expense with generators, rectifiers—in fact anywhere 
Tygon Paint—the all-plastic protective corrosive attack may cause damage. It’s 
coating that resists the toughest corro- easy to apply, available in colors, and, 
sives. Use it on your structural steel electroplaters tell us, outlasts, outwears 
work, exteriors of plating tanks, pipe, any coating they’ve used. 


See your plating supply dealer today! 
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General View of Mahon Finishing System at Hussmann-Ligonier Plant, $1, 
Mo., Showing Spray Room Enclosure and Diversity of Shapes and Sizes of 


Handled. Note Up-Tunnel to Finish Drying Oven Located on the Roof of the 
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SYSTEMS 
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Mahon Finish Drying Oven—Part of a Complete Mahon Finishing System at the 
Hussmann-Ligonier Plant—is Located on the Roof to Conserve Valuable Floor Space. 


The Mahon Finishing System illustrated here is an 
unusual installation due to the wide diversity of 
sizes and shapes of parts and products handled— 
and, the requirements of the finishing process being 
the most exacting in the industry . . . exacting, 
. because of the extreme conditions of grease and 
humidity under which products like cold display 
cases serve in butcher shops, and the low tempera- 
tures, humidity and corrosive elements ever present 
in ice cream cabinets in commercial use. It is only 


Mahon Engineers Meet Exacting 
of Hussmann-Ligonier Company 


natural that the Hussmann-Ligonier Company 
should turn to Mahon for equipment to meet these 
exacting requirements in product finish, because, 
over twenty-five years of pioneering experience, 
constant research and development, in this highly 
specialized field, have endowed Mahon engineers 
with a wealth of technical knowledge and prac- 
tical know-how not available elsewhere. See 
Mahon Industrial Equipment Insert in Sweet's 
Mechanical Industries File, or 


Address INDUSTRIAL EQUIPMENT DIVISION 
THE R. :, MA HON Cc O MPAN Y 


HOME OFFICE and PLANT, Detroit 11, Mich. WESTERN SALES DIVISION, Chicago 4, Ill. 
Engineers and Manufacturers of Complete Finishing Systems including: Metal Cleaning Machines, Rust Proofing 
Machines, Dry-off Ovens, Hydro-Filter Spray Booths, Filtered Air Supply Units, and Drying and Baking Ovens. Also 
Paint Sludge Reclaiming Units, Hydro-Foam Dyst Collectors, and many other Units of Special Production Equipment, 
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High-Solids Metal Lacquers Offer 


New Possibilities 
OST finishing engineers realize the 
VW possibilities of nitrocellulose lacquer 
as a fast, durable, air-dry finish, 
which makes it ideal with respect to 
economies of floor space, equipment, and mate- 
rial investment. Successive coats can be ap- 
plied in a short time so that dirt and lint pickup 
is reduced to a minimum. In addition to these 
practical assets, the color possibilities, high 
gloss, and good appearance, together with ease 
of touch-up and repair, make nitrocellulose lac- 
quer a desirable finishing material from many 
standpoints. In the past, the principal weak- 
ness of lacquer was low-solids content but this 
has been partially overcome by using low-vis- 
cosity nitrocellulose and improved methods of 
application. Recently, however, new formula- 
tions have utilized various combinations of solv- 
ents and diluents, in addition to improved types 
of alkyd resins and low-viscosity nitrocellulose 
to increase to a further extent the non-volatile 
composition. 

Some recent developments in high-solids 
metal lacquers were discussed by J. K. 
Speicher, Hercules Powder Company, before 
the Spring Meeting of the Protective Coatings 
Division, The Chemical Institute of Canada, in 
Montreal. According to Speicher, of the various 
problems in the lacquer industry, that of in- 
creasing the solids content is without doubt of 
greatest importance. The history of lacquer 
since its earliest days has been a record of in- 
creasing solids content and increasing use of 
lacquer going hand in hand. The problem will 
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AND BROUGHT A WHOLE FAMILY ALONG! 


. ANOTHER EXAMPLE OF PENNSALT 
CLEANERS AND SERVICE AT WORK 


A New Jersey concern was plating cad- 
mium on sheet steel after removing pre- 
serving and stamping oils. They had set 
up a 10-step electrolytic cleaning cycle. 
It was slow, costly, and not too successful 
from a plating standpoint. 


The Pennsalt field representative studied 
the operation, recommended a_high- 
speed Pennsalt electrocleaner. Superior 
plating resulted and in addition, a hand 
scrubbing operation, two rinses and a 
dip in soap solution were eliminated. 
Minus these 4 steps, the cycle is about 


$100 per week cheaper to run. And, a 
50% increase in production was achieved. 


SEND FOR CASE REPORT 

If you want more details on this case, 
send for Case Report No. 65-9. If you 
have a problem in any type of metal 
cleaning, let your Pennsalt man tackle 
it. He can often show you how Pennsalt 
products and service produce better 
work at lower cost. 


\ 


\PENN\WSALT/ 


METAL CLEANERS 
98 YEARS OF SERVICE TO INDUSTRY 


SPECIAL CHEMICALS DIVISION 
PENNSYLVANIA SALT MANUFACTURING COMPANY 
1000 WIDENER BUILDING, PHILADELPHIA 7, PA. 


September, 1947 


PRODUCTS FINISHING 63 





continue to be of importance and will 
continue to be a subject of research 
until the time comes when the vola- 
tile content of lacquers is a very minor 
quantity. 

One phase of the problem which 
ought to be obvious, but which is fre- 
quently overlooked, and which was re- 
viewed by Speicher for purposes of 
emphasis, is the rather large saving in 
solvent which is effected with a rela- 
tively small gain in solids content. For 
instance, with a 20 per cent solids lac- 
quer, four pounds of solvent are used 
to lay down one pound of solids, where- 
as with a 25 per cent solids lacquer 
only three pounds of solvent are used 
for the same one pound of solids. It 
doesn’t sound tremendously important 
to say that one has increased the 
solids content of a lacquer 5 per cent. 
It sounds much more important when 
one says, instead, that he has saved 
a fourth of the solvent that would 
have been used, or if he says that he 
has saved a pound of solvent for every 
pound of solids laid down. 

Many lacquer formulators are in- 
clined to belittle an increase in solids 
content unless it is sufficient to elim- 
inate one coat from the finishing 
schedule. They argue that unless a 
three-coat job can be reduced to a 
two-coat job or perhaps a two-coat 
job to a one-coat operation, no sig- 
nificant saving has been made. Obvi- 
ously, such a reduction in time and 
labor of applying the lacquer is most 


Finest Plating in - time 


desirable and is an ultimate goal of 
high-solids development, but, as pro- 
posed by Speicher, the lesser gains 
made on the wayshould not bescorned, 
Applying the same amount of solids 
with a lesser amount of solvent is one 
such gain; another is in the cost of 
manufacture. In many cases, it is pos- | 
sible with given plant facilities to turn © | 
out as much high solids lacquer as ig © 
possible with low solids lacquer. : 

According to Speicher, the problem © 
of increasing lacquer solids was ap- 
proached at the Hercules Experiment 
Station several years ago with the © 
idea in mind that any increase in 
solids would be a fundamental gain, 
and that various paths would be fol- 
lowed to determine how much gain 
could be obtained by each and whether ~ 
these separate gains could be combin- — 
ed to achieve a large composite gain, 
The logical methods of increasing — 
solids were pointed out to be as fol- 
lows: (1) to use a rich solvent mix- 7 
ture which will tend to give a lower” 
viscosity at any particular solids con-7 
centration than would a leaner mix- 
ture; (2) to use the hot spray tech- | 
nique which reduces the viscosity of a 
high-solids, high viscosity lacquer to a 
workable level by heating the lacquer 
at the time it is sprayed; (3) to usea 
lower-viscosity nitrocellulose; (4) to 
use resins which (a) in combination 
with nitrocellulose will give low-vis- 
cosity solutions, and (b) can be used 
in high proportions relative to the ni: 
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For dependable, trouble free plating service that will increase 
your production, lower your plating costs, you need MGC Electo- 
— Generators. Compare MGC plating advantages and you'll 
learn why so many plating shops are 
changing over to the MGC line. 


MOTOR GENERATOR CORP. 
BOX PF-97, TROY OHIO 











Send for FREE MGC Catalog 
showing complete line of plat- 


_ ing and polishing equipment. MGC ‘'One of the World's Largest Builders of Electric Generators”’ 
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1 } Our favorite field report 
“0.K. Everybody happy!” 


When a foreman finisher puts a special problem up to us— 
we like it. Our laboratory assigns a technician to that job, and he stays 
with it. Naturally, when our field man finally reports, “Chalk up 
another satisfied customer’”’—we’re tickled pink. That’s our 
forte—to deliver any special finish for any special purpose! 
We’ve done it many times. Try us! 
W. P. Fuller & Co., Industrial 


Finishes Division, San 


Francisco 19, California. oD —belustiual 
LEATHER— another FIN ISHES. 


special field where 


FULLER Finishes excel. 
Products of FULLER-NASON Research 











trocellulose and still yield lacquers 
that are durable. 

High Solvency. The use of a rich 
solvent permits a very definite in- 
crease in solids at any given spraying 
viscosity as compared to lean solvent 
mixtures. This principle, sometimes 
referred to as “high-solvency solvent,” 
according to Speicher, is now being 
used in many lacquers and the trend in 
lacquer formulation is toward richer 
solvent mixtures even where the ex- 
treme in high solvency is not used. 

In addition to the actual increased 
solids obtained at any given viscosity, 
it has been found possible to spray 
high-solvency lacquers at higher than 
normal spraying viscosity, thus pyra- 
miding the increase in solids. The rich- 
est solvents are low boilers like methyl 
acetate and methyl ethyl ketone. With 
these fast evaporating solvents, very 
heavy coats can be applied without en- 
countering sagging or undue orange 
peel. On the basis of these findings, 
the subsequent studies at Hercules on 
solids formulation were all with a high 
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Fig. 1—Material heating anq 
circulating equipment for the 
application of finishing mg. 
terials at elevated tempera. 
tures (rear view with cabinet 
removed). A—steam inlet, B 
— steam pressure regulator, 
C — temperature controller 
steam valve. D— heat ex. 
changer for transfer of heat 
to material. E — steam con. 
densate trap. F—steam con. 
densate outlet. 
(Photo courtesy The DeVij. 
biss Co., Toledo, Ohio) 


solvency solvent com- 
posed (by weight) of 
butyl acetate 20 per 
cent, butanol 10 per 
cent, ethanol 5 per cent, 
ethyl acetate 10 per 
cent, methyl ethyl ke- 
tone 25 per cent, and 
toluene 30 per cent. 
Hot Spray. Hot spray- 
ing also permits much 


higher than normal solids content, 


but obviously this increase cannot 
be combined with that produced by 
high solvency since the high-solvency 
solvents are too low boiling to hot 
spray. According to data presented by 
Speicher, a typical solvent for hot 
spraying is butyl acetate 37.5 per cent 
(by weight), butanol 22.5 per cent and 
xylene 40 per cent. One typical appli- 
cation of hot-spray lacquer has been 
in airplane finishing. 

Shown in Fig. 1 is the commercial 
apparatus developed by The DeVilbiss 
Company for the application of finish- 


‘ing materials at elevated tempera- 


tures. It has been found that by spray- 
ing very viscous materials (up to 500 
seconds, No. 4 Ford cup, such as air- 
plane dopes, varnishes, lacquers, 
paints, and oils at elevated tempera- 
tures, heavier coats can be applied 
without runs or sags, reducing the 
number of applications required and 
thus effecting a saving in labor and 
material. 

According to The DeVilbiss Com- 
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Designed to Give Quality Finish 





To Sheet Metal Specialties f= 





DESPATCH 3-Compartment Oven 
Provides New FLEXIBILITY in 


Finish Baking Production 


“FLEXIBILITY is the most important 
feature in the oven we need,” said May- 
steel Products, Inc. At our new Sheboy- 
gan plant we want an oven adapted to 
baking synthetic enamel on cabinet 
work and other sheet metal pieces. 

This DESPATCH 3-compartment, gas- 
fired, rack type oven answered May- 
steel’s problem. Given a phosphate 
treatment and a coat of enamel, the 
metal sheets are baked at 250-300°F. 
for half an hour. 

Each compartment has a 1,000,000 
BTU DESPATCH heaterand DESPATCH 
10,860 cfm hi-volume fan. Oven has 





maximum capacity of 900°F. for greater 
flexibility. Each section can be used asa 
separate oven, baking 3 kinds of pieces 
at one time. This flexibility fits in exactly 
with Maysteel’s requirements. 


DESPATCH Advantages 


Greater Output. ..100% convection heat and up 
to 75% recirculated air permit speedy heat-up, 
fast heat recovery and faster baking. 

Better Baking... heavy duty fans give hi-volume 
heat transfer, assuring uniform, high quality baking. 
Automatic controls keep temperature constant. 
Economical Operation... efficient gas or oil-fired 
heaters cut fuel costs .. . convenient handling saves 
time compactness saves floorspace. 








WRITE TODAY 


DESPATCH OVEN CO. 


avanene DESPATCH pen 


Chicago Office: 


ing bonderizers, air OVEN C’'O M POA NY ons oc te 


make-up systems, etc. 
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pany, experience with materials up to 
500 seconds’ viscosity has been satis- 
factory if the materials were heated 
from 165 to 200 deg. C. and sprayed at 
pressures assuring desired atomiza- 
tion. However, due to the varying 
grades and ranges of viscosity of the 
finishing materials on the market, 
definite rules regarding temperature 
of the material or spraying pressures 
cannot be set up with any certainty 
and. should be determined by either 
actual test or based on the recom- 
mendations of the material manufac- 
turer. In order to cover the variations, 
the DeVilbiss equipment has adjust- 
ments for temperature, fluid pressure, 
flow of material, and so on. Tempera- 
ture may be regulated between 110 
and 200 deg. F.; fluid pressure can be 
adjusted from 20 to 80 pounds, de- 
pending on the viscosity of the mate- 
rial in the heated state; fluid flow can 
be regulated from 1 pint to approxi- 
mately 8 pints.per minute by varying 


the speed of the air motor which 
drives the material pump. 
Nitrocellulose Viscosity. Up until 
now nitrocellulose of %-second yvis- 
cosity has usually been considered the 
lowest-viscosity type suitable for out- 
door metal lacquers, and sometimes 
the %-second viscosity material js 
preferred. Data presented by Speicher, 
based on exposure tests of two years’ 
duration, indicated that with certain 
selected formulations, nitrocellulose of 
considerably lower viscosity, such as 
18 to 25 cp., could be used satisfactor- 
ily with a corresponding increase in 
solids. This gain in solids content can 
be combined with that obtained either 
by high solvency or hot spray and is 
closely related to choice of resin and 
the proportion of resin content used. 
Resin Content. According to Speich- 
er, the selection and correct propor- 
tion of resin required the most exten- 
sive investigation of all methods stud- 
ied for increasing solids in lacquers in 


Spee WALRUS LEATHER 
es 9 of Fen Feil 
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\\FR ‘ For a superior finish on your product use 
polishing wheels or bobs cut from walrus 
hide. There is no other agent known that 
can produce a cleaner, smoother, richer 


finish on metal! Its close firm grain, 
tough fibre structure and natural abra- 
sive qualities form the unique combina- 
tion that can give your product that 
quality manufactured look. Write today 
for more particulars. 


GREENE TWEED & CO. 


NORTH WALES, PENNSYLVANIA 


Wheels or bobs of 
any size can be cut 
from walrus bide 
in thicknesses from 
yy," to 14". 
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No. 461 Type GI In- 
dustrial and Heat Fans. 
For dust and gas removal, 
conveying materials, and 
handling of hot air and 
gases in industrial proc- 
esses. 13 sizes. 450 CFM 
to 60,500 CFM. 








‘ STEELFIN 


No. 463 General Pur- 
pose (Jeep) Fans. Port- 
able, self-contained units 
for Class | Industrial and 
Ventilating applications. 
Direct connected and belt 
driven models. 8 sizes. 
400 CFM to 18,000 CFM. 








No. 453 Make-Up Air 
Unit. To replace exhaust- 
ed air and balance minus 
pressures. Outside air is 
warmed, cleaned and de- 
livered in definite quan- 
tities to balance known 
loss. 4 sizes. 5000 CFM 
to 20,000 CFM. 


““1t's in the AIR“’ 


Are you using AIR to the best advantage in your production methods? 
To cut costs, increase efficiency, reduce absenteeism, safeguard health, 
bring comfort to workers? Air efficiently applied to process control 
makes possible precision manufacture and more uniform products. 

When working on your air handling problems, you should have these 
new bulletins with their complete engineering data at hand. Any or all 
sent promptly upon request. 
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No. 462 Comet Ex- 
haustair Propeller Type 
Fans. For handling large 
volumes of air at low re- 
sistance. 8 sizes. 400 
CFM to 22,000 CFM. 
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No. 451 Steelfin. Heavy Duty 
Heat Surface. For industrial ap- 
plications. All steel welded con- 
struction. Suitable for continuous 
heating service on steam pres- 
sures up to 150 pounds. 


No. 471 Type ME Centrifugal 
Fans. With slow speed or medium 
speed wheels with non-overload- 
ing horsepower characteristics for 
heating, ventilating, air condi- 
tioning or industrial applications. 
Capacities up to 101,000 CFM. 
Cortified ratings. 


No. 454 Comet Unit Heaters. 
Welded steel fin-and-tube heating 
element guaranteed to withstand 
high steam pressures. 9 sizes. 31 
Mbh to 300 Mbh. 
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the work carried out at Hercules. The 
results showed that a reasonably high 
solids content lacquer, together with 
good durability and generally satisfac- 
tory properties, could be obtained 
using two parts of a non-oxidizing 
alkyd resin to one part of nitrocellu- 
lose. Modifications of this combination 
can be made by adding small amounts 
of urea or melamine resins or not more 
than one part of an oxidizing-type 
alkyd. Another modification is to use 
some plasticizer and a lesser amount 
of resin. 

According to Speicher, all of the 
above values are based on lacquers 
made from RS nitrocellulose of 14-sec- 
ond (105 to 140 cp.) viscosity. Similar 
tests were made with SS nitrocellu- 
lose of %-second viscosity and with 
RS nitrocellulose of %-second (45 to 
55 cp.) viscosity. Also, the very low 
viscosity type of 35 to 55 cp. and 18 
to 25 cp. viscosity were investigated. 
It was reported that the use of the SS 
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Industrial Size 18 x 36 
Spontaneous Combustion Proof 


Exclusively Processed by 
BAUGHN CHEMICAL PRODUCTS CO. 











7027 North Ravenswood Ave., Chicago 26, U.S.A. 
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instead of the RS nitrocellulose leads 
to somewhat more rapid chalking, es. 
pecially in whites. Also, it was report- ~ 
ed that the use of viscosity types ~ 
lower than the %-second provides in. © 
crease in solids but limits the variety 
of formulations which afford satisfac. ~ 
tory durability. 4 
An example cited is that the use of © 
a 2:1 resin to nitrocellulose ratio with | 
a typical alkyd and a high viscosity 
solvent will provide clear lacquers 
having a viscosity suitable for spray- 
ing (80 cp.) and a solids content of 
25.3 per cent with %-second nitro- 7 
cellulose, 28.8 per cent with 4-second | 
nitrocellulose, 29.5 per cent with 30 to 
35 cp. nitrocellulose, and 31.4 per cent 
i 
| 


















with 18 to 25 cp. nitrocellulose. In 
comparison, if the nitrocellulose is 
kept constant at %-second viscosity 
and the solids content is raised by in- 
creasing the resin ratio, one obtains 
at 2:1 ratio, 25.3 per cent solids; at 
3:1 ratio, 28.2 per cent solids; and at 
4:1 ratio, 30.2 per cent solids. The 4:1 
ratio is entirely too soft for most uses 
and even the 3:1 ratio is on the soft 
side. According to Speicher, if the 3:1 
ratio is not too soft for the intended 
use, one can go to 4-second nitrocellu- 
lose and carry the solids up to 33.0 per 
cent. 

Hardness and Durability. It was 
pointed out by Speicher that the limits 
one can go in increasing the solids con- 
tent by increasing the resin ratio de- 
pends on the hardness required. Alkyd 
resins of the type used in or suitable 
for use in lacquer vary greatly in 
hardness, depending on the oil length 
and the type of oil, but are for the 
most part rather soft. Accordingly, 
with large proportions of resins, the 
lacquers may be soft. For many uses 
of metal lacquers, such as on automo- 
biles, the lacquer must have, in addi- — 
tion to good weather resistance, con- 
siderable hardness to withstand not ~ 
only sanding and polishing but also 
the abuse received in normal use. 
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WASHED, RINSED AND DRIED 
ACH DAY, COST---.00014 PER EACH 


f yynhenen manufacturer who found the most 
economical solution to their metal clean- 
ing problems is The Wm. Powell Valve Co. of 
Cincinnati. 

Plant engineers, studying CINCINNATI'S per- 
formance records, marvel at the success of the 
machine's operation. 


It's a fact—the actual operating cost S 








@ Photograph taken at The Wm. Powell 
Valve Co., Cincinnati, Ohio. 


65,000 ONE INCH VALVES 





of this machine is only $9.38 per 8 hr. day. 
These figures are from The Wm. Powell Valve 
Co. performance records. Detailed breakdown 
furnished upon request to us. 

Whatever your individual metal cleaning prob- 
lem, you'll find CINCINNATI'S solution satisfies. 


@ Write today for descriptive folder of our 
complete line. 


CLEANING AND FINISHING 


MACHINERY COMPANY 
IRONTON, OHIO 
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Typical application technique for 
metal lacquer is illustrated in Fig. 2. 
Thus, according to Speicher, one 
might say that a Sward hardness 
under 20 indicates a definite limited 
usefulness. (See Fig. 3 for illustration 
of Sward Hardness Rocker.) Data were 
presented to show that by additions of 
relatively small amounts of urea or 
melamine resins, hardness of the lac- 
quer can be maintained at a fairly 
high resin ratio and an increase in 
solids obtained along with good dura- 
bility. Finishing engineers will cer- 
tainly want to follow future develop- 
ments in high-solids content nitro- 
cellulose lacquers for increasing the 
usefulness and efficiency of this ver- 
satile finishing material. 

* * * 
Determination of Traces of 
Copper Impurities in Nickel 

_ Plating Baths 
geen plating solutions play an 
integral part in many finishing 
processes and require constant atten- 
tion with respect to degree of purity 
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Fig. 2—Typical sprayroom setup for the application of finishing materials 
(Photo courtesy The DeVilbiss Co., Toledo, Ohio) 





and concentration for optimum oper- 
ating results. One factor which de- 
mands attention in modern bright 
nickel plating processes is the deter- 
mination and control of soluble metal- 
lic impurities which may be introduc- 
ed in the bath. To facilitate such con- 
trol, rapid accurate methods of detec- 
tion and analysis are desirable. One 
impurity which may produce harmful 
results when present in_ excessive 
amount in nickel plating baths is cop- 
per; its presence may result in a dark- 
colored hard-to-buff deposit, and has 
been reported to be extremely detri- 
mental to the luster obtained in cer- 
tain bright nickel deposits, especially 
at low current density points of the 
article. It has also been reported that 
copper impurities may be the cause of 
nickel pitting in a low pH Watts type 
bath (“The Monthly Review,” Am. 
Electroplaters’ Soc., 19, 9, 1932). 

A general research project sponsor- 
ed by the American Electroplaters’ 
Society on the determination of im- 
purities in electroplating solutions has 
resulted in a new recommended 
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ACCURATE GRADES... 
IRON PARTICLES REMOVED 


Exolon Aluminum Oxide Abrasives are avail- 
able for polishing all types of metals. 

The special production facilities at the new ~— 
Exolon plant provide unsurpassed uniformity Photomicrograph of 
of grading (size and shape) in all standard sizes; — —— 
assuring fast and satisfying polishing results. ileammeains 

Due to its greater freedom from magnetic particles, Exolon is a 
more efficient grain for polishing stainless metals...a safer material 
to use since ferrous materials will not become embedded in the 
surface. Write for Exolon’s folder on polishing procedures and 
recommendations. 


THE EXOLON COMPANY 
943 E. NIAGARA ST. TONAWANDA, N. Y. 


Manufacturers of SILICON CARBIDE and ALUMINUM OXIDE ABRASIVES 
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method for the determination of 
traces of copper in nickel plating 
baths. According to the method, which 
was reported by E. J. Serfass, Project 
Director, Lehigh University, and W. 
S. Levine, Associate, copper is isolat- 
ed from the other constituents in the 
nickel plating bath by precipitation 
with 2-mercaptobenzothiazole and ex- 
traction of the precipitate with amyl 
acetate. The color is then developed by 





Fig. 3—Sward Hardness Rocker for testing the 
hardness of a finish 


addition of dibutyl amine and carbon 
disulfide. After the solution has been 
diluted to 25 ml. with ethyl alcohol, 
its transmittancy is measured using a 
Klett-Sommerson colorimeter with 
blue filter No 42. A recommended rou- 
tine procedure has been developed 
which is reported to provide an aver- 
age accuracy of about 5 per cent (see 
also “The Monthly Review,” April 
1947). 
* * * 

Proper Control of Pickling 
Operations Important in 
Many Finishing Operations 
een pickling may appear 

to be a process in the finishing 
department, certain refinements and 
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modifications, as well as the use of 
proper control of the solution by an. 
alysis, in many instances may contrib. 
ute to the overall efficiency of this op. 
eration. Pickling is the general term 
applied to the chemical removal of 
surface oxides from metal by immer. 
sion in an acid solution. Wide: varia- 
tions are possible in the strength, tem- 
perature, and type of acid solutions 
used, and the ultimate procedure de- 
pends upon the material to be pickled, 
the character of the scale involved, 
and the surface desired after pickling, 

Low carbon, hot rolled steel is gen- 
erally pickled in approximately 10 per 
cent sulfuric acid. The trend in recent 
years has been toward lower pickling 
temperatures, around 150-160 deg F, 
resulting in economy in steam con- 
sumption and in better quality of the 
finished product. Where low carbon 
steel is pickled for enameling, galvan- 
izing, or tinning, special precautions 
are necessary to ensure a_ surface 
which is chemically clean, as well as 
free from scale. In the pickling of all 
ferrous metals, it is obvious that the 
dissolutions of the scale and a little of 
the base metal results in the accumu- 
lation of ferrous sulfate in the bath. 
Acid attack on the metal is generally 
undesirable and is held to a minimum 
by the use of inhibitors. As would he 
expected, the pickling rate decreases 
as the acid in the bath is consumed, 
and the rate is maintained by addi- 
tions of fresh acid from time to time, 
Pickling rate also decreases as the 
concentration of ferrous sulfate in- 
creases and, finally, the spent liquor 
must be discarded and a fresh bath 
prepared. 

Testing of pickling solutions is an 
important part of pickling control and 
one that is frequently overlooked. Pic- 
kle tanks should be sampled regularly. 
Efficient control of the pickling opera- 
tion thus requires a reasonably accu- 
rate analytical procedure that is sim- 
ple enough to be used by the average 
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semi-skilled workman. Recent ad- 
vances in control and disposal of pickle 
liquors have been made as a result of 
the multiple industrial fellowship 
which the Stream Polution Committee 
of the American Iron and Steel Insti- 
tute has sustained at Mellon Institute. 
It is reported that in a number of mills 
the fact that pickle liquor contains a 
small amount of ferric iron forms the 
basis for a routine determination of 
free sulfuric acid. A sample of the 
liquor is pipetted into a flask, a few 
drops of potassium thiocyanate solu- 
tion added, and the sample titrated 
with sodium hydroxide to the disap- 
pearance of the red color. The sodium 
hydroxide is standardized at such a 
value that the burette reading is nu- 
merically equivalent to grams of sul- 
furic acid per 100 c.c. of solution (see 
also “The Iron Age,” July 3, 1947). 
Ferrous iron is determined by ti- 
trating a sample with dichromate, us- 
ing diphenylamine as an internal in- 


dicator. The effect of ferric iron jg | 
masked by the addition of about 19 | 
c.c. of a solution consisting of 150 ¢¢. 
sulfuric acid and 150 c. c. phosphoric | 


acid made up to a liter with water, 


To this titration mixture 15 c.c. of ip. | 


dicator solution is added (1 g. dipheny| 
amine in 100 c.c. conc. sulfuric acid), 
Since the ferrous iron in the liquor is 
equivalent to the sulfuric acid con. 


sumed, the dichromate may be stand. 
ardized so that the burette reading ig } 
numerically equivalent to the grams | 


of sulfuric acid consumed per 100 cg, 
of liquor. 


Determination of ferrous iron by tt 
tration with permanganate is some. 


times preferred since this reagent 
serves as its own indicator. Total iron 
may also be determined rapidly and 
accurately by the Zimmerman-Rein- 
hardt method. A rapid method for the 
determination of sulfates, yielding r- 
sults accurate to 0.2 per cent, depends 
on the insolubility of hydrated iron 
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facts about PERMAG. 


50 COURT STREET 





PERMAG Cleaning Compounds 


—produce a chemically clean surface on metal prior to finishing. 


This CLEANING PROCESS is vitally important. Proper adhesion depends 
on surface preparation. PERMAG cleans quickly—thoroughly—economically. 
Metal fabricators are proving this in their plants. Glad to furnish you with 


Our Technical department will be glad to help solve your hard cleaning problems. 
No obligation for interviews. Write us. 


Magnuson Products Corporation 


Mfrs. Specialized Cleaning Compounds for Industry 


In Canada: Canadian PERMAG Products Ltd., Montreal, Toronto 
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oxides in excess alkali. This method 
has been found more accurate than 
the time-consuming gravimetric pro- 
cedure. An excess of 0.5N sodium hy- 
droxide is added to the sample of 
pickle liquor, the mixture heated to 
boiling, and an aliquot of clear super- 
natant liquid taken for titration of ex- 
cess sodium hydroxide. Using this 
value, the net sodium hydroxide con- 
sumed is calculated to grams of sul- 
fate ion per liter. 

The most common method for pickle 
liquor disposal is treatment with lime 
and discharge of the slurry to a subsi- 
dence basin. Limes and limestones may 
vary in their reactivity and available 
basicity for such treatments. Thus, the 
basicity of a lime under a given set of 
conditiorfs to be used in the treatment 
process may be determined quickly by 
heating a sample with an excess of sul- 
furic acid and titrating the excess 
with sodium hydroxide. 

In pickling for galvanizing or tin- 
ning, some plants use two pickling 
baths; first a 5-10 per cent solution of 
sulfuric acid in water at 150-180 deg. 
F., and second, a short time dip in a 
moderately strong solution of muriatic 
acid. When pickling sheets for galvan- 
izing or tinning, as little time as pos- 
sible should elapse between pickling, 
rinsing, and coating operations. Should 
a delay occur between rinsing and 
coating, it is recommended that the 
material be stored under water and 
never allowed to dry. Contact of the 


moist iron with air will produce rust. | 
ing. In addition, any ferrous salts | 
from the pickling bath which dry on | 
the work become oxidized and difficult | 
to remove. 

Vigorous mechanical agitation of | 
the pickle bath is considered generally | 
desirable. When the pickle solution is | 

‘allowed to remain stagnant, gas 
pockets tend to form which keep the 
acid out of contact with the metal and 
cut down the pickle action on these 
areas. Thus, when the steel is galvan- 
ized or otherwise coated, these scale 
retaining areas may remain uncoated, 
Agitation also assists in obtaining 
uniform acid concentration through- 
out the bath, thereby providing a more 
uniform rate of pickling. 

Care should be taken to avoid over- 
pickling in finishing operations. Over- 
pickling may be recognized by poros- 
ity of the transverse surfaces anda 
roughening of the whole surface, with 
discoloration and decrease in size and 
weight. These conditions can be avoid- 
ed by removing the material from the 
bath promptly when pickling is com- 
plete. Uniform cleaning of the mate- 
rial to be pickled is also an important 
factor. Inhibitors aid in preventing 
overpickling, but will not completely 
prevent its occurrence. 

* * * 
Allyl Starch Coatings 
CCORDING to information pre- 
sented by T. J. Dietz, J. E. Han- 
son, and M. E. Gallagher of the Eastern 





KALAMAZOO TANK & SILO CO. 


_WOOD TANKS for 


» Plating and Pickling 


Excellent Service on all types of 
wood tanks for any purpose. Built 
f to your specifications by one of 
America’s oldest tank specialists. 


Ask for estimates and suggestions. 


e Kalamazoo 16, Mich. 
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Typical of G-W systems speeding production and cutting costs is this modern, 
conveyorized, infra-red baking installation at the Yale and Towne Mfg. Co., 
Stamford (Conn.) plant. Better finishes—faster and cheaper—on Springlatch 
cases result: Four-hour finish cycle cut to 90 minutes! 

Other manufacturers ‘going G-W’’— (putting in infra-red systems custom- 
designed, built and installed by G-W)—know G-W means high speed work, 
uniform finishes through evenly distributed heat, and greater savings from 
perfectly geared over-all plant operations. 

Since the first introduction of infra-red techniques G-W has kept abreast 
of all advances. Add to this over 130 years of material handling experience. 
This combination of skills gives G-W unusual ability in designing complete 
infra-red systems—taking full responsibility for conveyors, lamps and 
allied equipment. 

A G-W engineer will giadly call at your plant to show how it will pay you 
in many ways to “go G-W” for an infra-red finishing system. 


NEW YORK 17 GIFFORD-WOOD CO. CHICAGO 6 
420 LEXINGTON AVE. Factory: Hudson, N. Y. 565 W. WASHINGTON ST. 
G/EFoRD-Wo0o 
G-W HANDLES IT... | 


SINCE 1814 











faster - easier - cheaper 
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Regional Research Laboratory before 
the Division of Paint, Varnish and 
Plastics Chemistry at the Atlantic 
City meeting of the American Chem- 
ical Society, the properties of coatings 
and films of allyl starch are such that 
it may find valuable use as a protec- 
tive coating material. Allyl starch is a 
reaction product of starch and allyl 
chloride or allyl bromide; the reaction 





Fig. 4—Coated steel exhaust stacks tested si- 
multaneously under use conditions for 300 
hours at high temperature. Stack on left was 
coated with special National Bureau of Stand- 
ards ceramic coating and is undamaged. 
Stack on right, coated with a type of commer- 
cial enamel, shows some failure spots, with 
rusting occurring at the broken spots in the 
coating. 


product is soluble in a large number 
of organic solvents, and the resulting 
solutions may be characterized as an 
evaporative-drying, oxidative-harden- 
ing coating material. When suitably 
formulated, it is reported that lac- 
quers produced from the reaction 
product will dry free from tack in 5 
minutes and are sufficiently hard 
within 24 hours at room temperature 
drying conditions to permit sanding or 
rubbing. The allyl starch coatings are 
also reported to be heat reactive; they 
respond to curing in 2 to 4 hours at 
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100 deg. C. and 15 minutes at 150 deg. 
Centrigrade. 

Air-dry coatings of unmodified ally] 
starch exhibit an abnormal tendency 
to shrink and crack soon after appli- 
cation. It was reported that as little 
as 10 per cent plasticizer will prevent 
this shrinkage, based on a new type 
of laboratory shrinkage test which 
was devised. Cured films of the un- 
modified product have a tensile 
strength such that a 3 to 4-pound 
weight is required to break a test strip 
0.5 inch wide by 0.001 inch thick. The 
elongation at the breaking point is 
about 6 per cent; however, modifica- 
tion with plasticizing resins results in 
considerable improvement in the dis- 
tensibility. An example cited was that 
2 parts of allyl starch to 1 part of 
non-drying alkyd resin produces a 
cured film which has very good abra- 


sion resistance. 
* * * 


High Temperature Protection of 


Steel with Ceramic Coatings 
NEW type of ceramic coating for 
the protection of mild steels in 

high-temperature service was devel- 
oped during the war at the National 
Bureau of Standards and was used by 
the Army and Navy on the exhaust 
systems of certain aircraft and other 
vehicles. Laboratory and service tests 
have shown the ceramic coatings to 
be ideal for high temperature service. 
The outstanding features of the coat- 
ings are (1) high resistance to chip- 
ping under repeated thermal shock, 
(2) protection of the metal against 
oxidation during prolonged exposure 
in air at temperatures up to about 
1,250 deg. F., (3) freedom from crack- 
ing and blistering under conditions of 
high temperatures and severe thermal 
gradients, and (4) a mat surface that 
does not show highlights and, there- 
fore, decreases the visibility. 

In addition to the use of the coat- 
ings for the protection of low-carbon 
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GET COMPLETE INFORMATION ON THESE Glilk) PRODUCTS 
FROM YOUR LOCAL PLATING SUPPLY HOUSE 





pai 


PLATING AND PICKLING TANKS 


Any size or shape fabricated and/or rubber 
irisulated for plating, pickling, storage, mixing, 
aging and chemical processing. Seamless or sheet 
lined. 








et 


GRIDS FOR TANK BOTTOMS 


Seamless rubber covered mesh or expanded 
metal with channel iron frame and supports. Pro- 
tect rubber lining of tank from damage caused 
by falling sword ends, racks and sharp work 
pieces. Lengthen tank life. 











AIR AGITATION SYSTEMS 
Perforated pipe semi-hard rubber covered. Aper- 


atures drilled through rubber filled perforations. 
Air flows through rubber Flanges sealed and 


assembled with plastic bolts. No metal exposed. 







HEADQUARTERS FOR 
RUBBER INSULATED 
PLATING EQUIPMENT 
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AUTOMOTIVE RUBBER COMPANY, INC. 


8607 EPWORTH BOULEVARD 





DIPPING, HANDLING, ANODE 
BASKETS 


All types of baskets, trays, containers fabricated 
and/or covered with rubber or synthetics. Pro- 
tect parts and eliminate corrosion. 


alter Rubber covered pipe and tubing, 
plating racks, drums, pails, dip- 
pers, measures and-funnels. 







e DETROIT 4, MICHIGAN 
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steel in various military applications for 
exhaust systems, there are other pos- 
sible finishing applications where the 
coatings might prove beneficial in pro- 
longing the life of steel parts that are 
exposed to rather severe temperature 
conditions. Such applications would 
include domestic stove parts, such as 
grates or burners; industrial furnace 
parts, such as mufflers, dampers, or 
burners; parts for heat interchangers; 
heat baffles for continuous enameling 
furnaces; annealing boxes; and muf- 
flers and tail pipes for buses, trucks, 
and automobiles. 

To prepare these special ceramic 
coatings, a mixture of a special grade 
of calcined aluminum oxide and a con- 
ventional type of ground-coat frit is 
ground with water to appropriate fine- 
ness and is then applied to the metal, 
dried, and fired according to well- 
known methods. (Specific composition 
of coating mixtures are given in Re- 
search Paper RP1773, available from 
the National Bureau of Standards). 
The coatings may be applied to suit- 
able shapes by spraying, but exhaust 
stacks and similar items having in- 
terior surfaces that require coating 
must be dipped. The firing tempera- 
ture for the coatings on ordinary 
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Fig. 5 — Equipment used for 
flame-impingement tests at Na- 
tional Bureau of Standards 


steels is 1,500 to 1,600 deg, 
F. The time of firing varies 
with the gauge of the met- 
al, the size and shape of 
the piece, and the furnace 
used. For small pieces 
made of 18-gauge steel, 
the proper firing time was 
reported to be 4 to 5 min- 
utes. The thickness of the 
fired coatings for one-coat 
applications should be 
0.002 to 0.003 inch. Shown 
in Fig. 4are coated steel exhaust stacks 
prepared using National Bureau of 
Standards special ceramic coating and 
also a conventional enamel coating. 
The special ceramic coating is undam- 
aged after 300 hours of exhaust ser- 
vice, whereas the conventional enamel 
coating shows some signs of failure 
under the high temperature service 
conditions. 

During the time that the develop- 
ment work was being carried out at 
the National Bureau of Standards on 
the ceramic coatings, work was also 
being performed to develop laboratory 
tests to indicate the suitability of the 
various coatings produced. One of 
these tests was the flame-impingement 
test. The specimens used in this test 
were 4 to 6 inches in size and the 
enamel was applied to both sides of 
the 18-gauge low carbon steel in thick- 
nesses of 0.003 to 0.004 inch. A lab- 
oratory’ blast burner having an ex- 
haust tube approximately % inch in 
diameter and 3 inches in length was 
modified, as shown in Fig 5, by cover- 
ing the mixing tube with an enameled 
cylinder 1 inch in diameter and 9 
inches in length. This cylinder was ad- 
justed at an angle of approximately 45 
degrees to the horizontal plane in 


September, 1947 





rT 


for 
Na- 


the 









Bonderizing helps keep cars looking new by preserving 
and protecting the fine finish. 


Now, more than ever before, manufacturers Bonderize 
bodies, fenders and sheet metal parts before application 
of the organic finish. Bonderizing creates a nonmetallic, 
crystalline, phosphate coating over and integral with 
the metal, gives paint a microscopically toothed sur- 
face on which to anchor itself against chipping, peel- 
ing, and flaking. 


Nonmetallic Bonderite effectively retards rust and 
corrosion, confines damage around dents and scratches 
to the injury itself. 

Bonderizing is simple, fast, economical, adds sales 
values and satisfaction far beyond its cost. 
Investigate Bonderizing to protect and preserve the 
fine finish of your products. 


PARKER RUST PROOF COMPANY, 2172 East Milwaukee Ave., Detroit 11, Michigan 


BONDERIZING PARKERIZING PARCO LUBRIZING 
Holds Paint to Metal - Inhibits Rust Retards Wear on Friction Surfaces 


Bonderite, Parco, Parco Lubrite—Reg. U.S. Pat. Of 
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which the specimen was supported, 
the end being approximately 2% 
inches from the specimen. A 22-gauge 
platinum-to-platinum 10 per cent 
rhodium thermocouple was placed at 
the center of the flame 1/4, inch below 
the specimen. The air and blast were 








Fig. 6—Equipment used for determining resis- 
tance of ceramic coating to thermal shock by 
water spray at National Bureau of Standards 


adjusted so that the thermocouple in- 
cated a temperature of 1,700 deg. + 20 
deg. F. with a specimen blank in posi- 
tion. When this condition was reached, 
the blank was removed and the flame 
allowed to impinge on a test specimen 
for 15 minutes, after which the speci- 
men was examined on both sides. The 
coatings were examined for evidence 
of failure due to “crawling” in which 
the enamel separates leaving streaks 
of apparently unprotected metal. 
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A thermal-shock test by air blast 
was also carried out using a similar 
setup. The temperature of the speci- 
men was allowed to increase rapidly 
until it reached 1,200 deg. F., at which 
time a blast of air at room tempera- 
tures was. released on the underside of 
the specimen. This blast immediately 
blew out the flame and reduced the 
temperature of the test area to 400 
deg. F. within a period of from 12 to 15 
seconds. 

A thermal-shock test by water spray 
was carried out using a tubular speci- 
men 1 inch in diameter and 9 inches 
long, coated inside and out, which was 
mounted as shown in Fig. 6. A refrac. 
tory tube, approximately 9 inches long, 
was placed at the top end of the speci- 
men. By adjusting the air and gas 
supplies, the flame could be regulated 
to burn within the enameled metal 
cylinder for a distance of several 
inches above the burner. For tempera- 
ture measurements, Chromel and 
Alumel wires were spot welded to the 
specimen, after grinding off small 
areas of enamel approximately 5 inch 
apart, at a level about 11% inches 
above the top of the burner. At the 
beginning of the test, the air and gas 
pressures were so adjusted as to cause 
the flame to burn within the tubular 
specimen, the hotest area being at the 
level of the thermocouple. When the 
thermocouple indicated 1,200 deg. F,, 
a controlled spray of water was di- 
rected at the specimen while the flame 
still burned inside the tube. The water 
spray was continued until the speci- 
men was cool enough on the outside 
for the water to form a film over the 
area between the points of attachment 
of the thermocouple wires. This opera- 
tion required from 12 to 15 seconds for 
different specimens. Each specimen 
was given five cycles of this treat- 
ment. Other heating and quenching 
tests were made. In addition, tests | 
were carried out for thermal-shock by | 
immersion in water. Also, as a meas- 
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By BEHR-MANNING 


STYLON Micro-Cut Fibers bring to industrial 
finishers a new standard of excellence for 
richness, density and uniformity of flock 
coatings. 


Applicable to all quality flock-coating opera- 
tions, STYLON Micro-Cut Fibers are cut to 
precision length in machines designed by us to 
meet even the severe requirements of electro- 
coating. 


When applied by mechanical methods, STYLON 
Micro-Cut Fibers yield surprisingly improved 
coatings with superior decorative and func- 
tional properties. Write for booklet and 
samples. 


BEHR-MANNING sivision of Norton compan) TROY, N.Y. 





75 YEARS OF QUALITY AND ‘SERVICE 
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ure of the degree of protection against 
oxidation of the metal provided by the 
new ceramic coatings, test specimens 
were heated for prolonged periods at 
constant elevated temperatures. The 
laboratory tests were followed by ex- 
tensive service condition tests. 


Phosphating. By L. O. Gilbert. Publish- 
ed by Hobart Publishing Co., Box 4127, 
Chevy Chase Br., Washington 15, D. C. 
115 pages. Loose-leaf type binding, 
heavy paper covers. Price, $6.50. 

One of a series of special technical re- 
ports made available through the Offices 
of Technical Service, U. S. Dept. of Com- 
merce, and prepared by the Rock Island 
Arsenal during the war, this technical 
work is divided into two sections, Section 
I dealing with phosphate coatings, T'vpe 
II, Class B, U. S. A. Spec. 57-0-2C. Sec- 
tion II deals with phosphate coating, 
Type II, Class A, U. S. A. 57-0-2C. 

Section I is sub-divided into seven 
principal parts which are headed as fol- 


Used in Chemical Analysis of Phosphat- 
ing Solutions; Control of the Phosphat- 
ing Solution (Manganese Base); Rins- 
ing; Drying, Inspection and Oiling; and 
Maintenance of the Phosphating Tank 
and Accessories. These parts in turn dis- 
cuss removal of oil and grease, rust re- 
moval and preparation of surface, rack- 
ing of work, phosphating, control of the 
phosphating solution (zinc base), recom- 
mended concentration ranges, water rins- 
ing, drying, inspection of phosphated 
parts, oiling, and sludge removal. 
Section II is sub-divided into six prin- 
cipal parts which are headed as follows; 
Preparation for Phosphating; Racking 
and Phosphating; Reagents Used in 
Chemical Analysis of Phosphating Solu-, 
tions; Rinsing; Drying, Inspection and 
Oiling; and Maintenance of the Phos- 
phating Tank and Accessories. These 
parts in turn discuss removal of oil and 
grease, rust removal and surface prep- 
aration, pretreatment prior to phosphat- 
ing, racking of work, phosphating, con- 
trol of the phosphating solution (Type 
II, Class A), water rinsing, drying, in- 
spection of phosphated parts, oiling, 
sludge removal, maintenance of acces- 
sories, cleaning of coils, and aid to clean- 















































lows: Preparation for Phosphating; ‘ * 
Racking and Phosphating; Reagents ing of coils. 
2 2 ZZ - LE Ba 
¥ 
\ 
The 
Copper 
Strip 
of 
Today” 
Oza FA _ZZ 
Strips Evenly DIRECTIONS: 
Immerse work in 66% _ solution 


No Possibility of Etch 





No Hydrogen Embrittlement 


Sulphur Products Co. Inc. 
Greensburg 5, Pa. 


160° - 180° F. Rinse. Followed by 
dip in cyanide. If cyanide undesir- 
able, write for new special solvent. 
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FUNDAMENTALS— 


























E.P. Motor-Generators safely handle 
short-time overloads. 








Every electrolytic process is a special generat- 

ing problem. Ordinary commercial machines 
cannot meet the established requirements of 
dependability and long life demanded by elec- 
trolytic service. 

Because of the low voltages of electrolytic 
processes, resistance losses, for example, must 
be minimized. Small voltage drops, permis- 
sible in conventional generators, must be 
avoided. All current-carrying parts of Electric 
Products generators are designed for mini- 
mum voltage loss. 

The Electric Products Company has, for 35 
years, specialized in electrolytic generator de- 
sign. Whatever the application, Electric Prod- 
ucts Company will design a 
motor-generator especially to 
fit your requirements. 


Gore FOR BULLETIN 202. It describes 


for the Electrolytic Processes. 


the entire line of E. P. Motor-Generators 


faeiad CJ) Vil ice how reserve capacity 


affects plating costs 


“Reserve Capacity” means that Electroplaters get | 
more amperes per dollar from E.P, Motor-Gen- 
erators. These MG Sets provide an effective am- 
pere capacity at least sath greater = their : 
nameplate ratings. 
The typical electroplating shop load curve. 2 to the 
left illustrates the importance of this feature. By 
taking advantage of Reserve Capacity, you can 
select a Motor-Generator with a ‘rating’ 
only 75% of the'beak loads. 















First cost of the. ifthe iellaged te “| 
portionately. Deane costs will be lower. { 
Plating efficiency will be increased. Ss 
E.P. Motor-Generators are design-_ = 


ace conservatively 
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equipment requires n° § 
tive equipment. Thirty 
operating experience pres i ; 
Motor-Generators function safely 













\. most electrolytic operations... 








THE ELECTRIC PRODUCTS COMPANY 
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1741 CLARKSTONE ROAD 
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PRACTICAL APPLICATIONS 
of Moder Products 





Plating Plant Produces 11/2 
Acres of Plating Every 


8-Hour Shift 


atone fully automatic plat- 
ing plant 660 feet long x 50 feet 
wide, entirely engineered and installed 
by the George L. Nankervis Co., 5442 
Second Blvd., Detroit 2, Mich., was re- 
cently completed in the record time 
of 11 months for one of the largest 
manufacturers of automobiles. The 
plating machines were built by The 





Meaker Company, Chicago, Illinois, 
and consist of three sections; namely, 
copper, nickel, and chrome. 

The first section for copper plating 
is 207 feet long and includes 15 auto- 
matic operations requiring 52 minutes 
to complete the cycle. The main cop- 
per plating tank contains 58,000 gal- 
lons of copper plating solution, which 
is circulating constantly at the rate of 
1,260 gallons per minute. The circulat- 
ing system passes through 16 heat ex- 
changers, maintaining a constant pre- 
determined temperature. By means of 


Fig. 1—This illustration shows the master panel at the starting end of the copper section. 
similar control is also provided at the starting ends of the nickel and chrome sections. 
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The new Rx-5 co-polymer finish will pro- 
- vide a fine protective coating for your 
: product. Rx-5 is chemically resistant and is a 
"7 based on a thermo-plastic, non-oxidizing Co-Polymer Finish 
ly, resin. It is non-toxic; ages without oxidizing 
. or becoming brittle and dries by evapora- CHEMICAL RESISTANT 
to. — ANTI- CORROSIVE / 
Les 
al- Rx-5 Coatings for Metal ACTUAL PROT ANCE 
| : ? , LR 
p: In addition to the chemical resistance quali- | cHEMICA jymer finish 
a ties, Rx-5 finishes for metal provide good The Ty rested on 
a adhesion, excellent flexibility, and a tough, <O resistance: ie 
i mar-resisting film. Drying can be accom- a eege Rags rsed for Six 
a plished either by baking or air-drying and pasate in the following 
can be controlled so that it requires less agents: acid 
than ten minutes. It can be sprayed, dipped owt uric Acid. 
or brushed. 10% B drochlori Acid : 
aeric 4X ide 
A special zinc chromate type of primer has aa Ammonium Hycto" 
been formulated to be used in the Rx-5 10% Soar Oil 
metal system. he a this, SiX i 
The Rx-5 finish is available in white, black Ac ee a Rx-9 pial aro ' 
and six colors. to be completely 
There is a wide variety of uses for this a 
great new finish. We invite your inquiries 
about specific applications. If you will in- 
clude full details our engineering depart- 
ment can determine your exact need. 
Manufacturers of 
PAINTS + VARNISHES + INDUSTRIAL yt 108 Heavouarrens 
FINISHES AND LITHOGRAPH COATINGS scription 
Finishes 
your xq 
FACTORY AND GENERAL OFFICES: 
PITTSBURGH, PA. +» WARENOUSES: 
eal BOSTON, BUFFALO, DETROIT, NEW YORK 
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Fig. 2—This view from the catwalk that runs the full length of the completely automatic plating 
machines shows parts being immersed in and emerging out of the plating and cleaner tanks, 
The intermittently operating rinsing sprays and provision made for ventilation. are also shown, 


the pump equipment, the entire con- 
tents of the copper plating tank of 58, 
000 gallons can be transferred to anad- 
jacent storage tank in 25 minutes. 
The nickel section, which is 250 feet 
long, includes 14 different tanks and 
operations, requiring 64 minutes for a 
complete cycle. The nickel plating tank 
contains 67,200 gallons of solution 
which is the equivalent of 81% tank 
cars. The nickel plating solution is fil- 
tered constantly and heated with 15 
heat exchangers. Part of the nickel 
solution being circulated is passed 
through an electrolytic purification 
tank which is connected to a General 
Electric 2,000-ampere 6-volt rectifier. 
The chrome plating section is 139 
feet long and includes 10 automatic 
operations. The main chrome tank, 
having a capacity of 15,700 gallons, 
is divided into two compartments, al- 
lowing two lanes of work which may 
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be operated at different cathode cur- 
rent densities. The chrome plating so- 
lution is circulated through both heat 
exchangers and coolers to maintain 
the predetermined temperature. 

A master panel is provided at the 
starting end of each automatic ma- 
chine, as shown in Fig. 1. If the ma- 
chine is stopped for any reason, a trou- 
ble light on the master panel indicates 
at which point the machine has stop- 
ped, and the machine cannot be started 
again until the trouble light is off and 
a warning horn has sounded for at 
least 30 seconds. In addition to the 
master panel, a stop cord is available 
the entire length of each automatic 
machine. The plating capacity of the 
machines is 22,500 square feet of cop- 
per, of nickel, and of chrome—a total 
area of 67,500 square feet or about an 
acre and a half of plated surface per 
eight-hour day. 
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A PROCESS FOR ELECTROPLATING UPON ALUMINUM 


“ALUMON" is a simple process for preparing aluminum for 
lating. Aluminum is cleaned, acid dipped and then immersed 
‘or about | minute in the "Alumon” solution at room tempora- 
ture. A zinc alloy film is deposited that serves as a base for 
plating almost any metal including copper, nickel, silver, 
cadmium, zinc and tin. 
“ALUMON" is a practical, production proven process in use 
in several hundred plants for plating jewelry, hardware, 
camera parts, chairs, automobile parts, engine cylinders, 
lamps, flashlights, buckles, buttons and plumbing goods. 
Borrel plating is possible for solid aluminum. 
Samples of work plated and operating cycle determined 

free of charge. , 4 


The gleaming elegance of the chromed vacuum 
‘jv@ parts shown above, reflects ao lustre that 
con be consistently obtoined when the bore 
aluminum it pretreated with ALUMON. 


| N (’ 442 Elm Street 
] = New Haven 2, Conn. 


METAL FINISHING CHEMICALS + ELECTROPLATING EQUIPMENT 
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procedures is supplied from 22 Chan- 
deysson motor generator sets ranging 
in size from 5,000 amperes at 6 volts 
to 15,000 amperes at 12 volts with a 
total capacity of 285,000 amperes, 
which if converted to the proper volt- 
age, would be sufficient electric power 
for 7,000 homes. Demineralizers with 
capacity of 3,000 gallons an hour fur- 
nish water for the plating tanks and 
the rinses preceding the plating. The 
temperatures of the heated solutions 
and levels on all plating tanks, clean- 
er tanks, and power wash machines 
are automatically maintained. As 
shown in Fig. 2, all rinse sprays oper- 
ate intermittently, as the work is being 
raised from the tank, by means of re- 
mote control switches, relays, and tim- 
ers. The total capacity of all tanks in 
the installation is in excess of 500,000 
gallons or 55 tank cars of solution. 
Ventilation of all tanks requiring it 


is assured by 32 blowers with a’ total 
capacity of 434,000 cubic feet per 
minute. 





Electropolishing Process for 


Stainless Steel 

A*™ improved electropolishing pro- 
cess for stainless steel was demon- 
strated by The American Rolling Mill 
Co., Middletown, Ohio, at the recent 
Industrial Finishing Exposition held 
in Detroit in connection with the 
American Electroplaters’ Society Con- 
vention. Essentially, the process is the 
reverse of electroplating. The stain- 
less steel is the anode, and metal is 
removed. In electroplating, the work 
is the cathode, and metal is deposited. 
At the Exposition, a miniature lead- 
lined electropolishing tank was used 
as a demonstrator. On cold-drawn 





WHEN METAL PARTS ARE 


THOROUGHLY CLEANED IN A 


METAL PARTS WASHER 


Write for FREE booklet on Blakeslee 
Metal Parts Washers. 


G.S. BLAKESLEE«CO. 


New York, N.Y. - Toronto, Ont. 


G. $. BLAKESLEE CO., CHICAGO 50, ILLINOIS - 
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BLACOSOLV 


DEGREASERS AND SOLVENT 


METAL PARTS WASHERS 
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Only, MICCROMASK <=~| 
STOP-OFF LACQUER HAS \{ 
ALL THESE FEATURES 1 


Easy to apply—can be brushed, dip- 
ped or sprayed with equal success. 


Possesses rapid air-drying qualities, 
reducing drying time between coats 
and in preparation for racking. 


Has exceptional adhesive qualities 
but can be removed easily after 
plating. 

Has good dielectric strength result- 
ing in a clean line of demarcation 
with no loss of current. 


Assures. extreme accuracy, with no 
possibility of a lacquer etch on pre- 
cision-lapped finishes. 


Absolutely neutral and will not con- 
taminate any plating solution. 


Available in red and black, identical 
in all physical characteristics. Red 
shipped unless otherwise specified. 


* MICCROMASK STOP-OFF LACQUER is the product of 

. years of continued research and development in our own 

Developed and Manufactured laboratories—tested and proven in our own plating plant 
by Experienced Platers under actual operating conditions. . . . Its ease of ap- 
plication, positive protection and overall economy are 

PE pn so exceptional that a thorough trial in your plant will 


mICCRO, - prove a revelation. Write for detailed bulletin. 


MICHIGAN CHROME AND CHEMICAL COMPANY 


6340 East Jefferson Avenue . Detroit 7, Michigan 
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stainless steel wire products, only a 
2 to 8-minute dip of the work in the 
tank was necessary in order to obtain 
a good polish. Rough surfaces, as in 
the case of castings and forgings, re- 
quire slightly longer immersion peri- 
ods. The amount of metal removed is 
very small, usually only a half-thou- 
sandth to a thousandth of an inch. 


Electropolished stainless steel products 


The solutions used with the paten- 
ted processes are citric-sulphuric acid, 
glycolic-sulphuric acid, and phosphoric 
acid-butyl alcohol solution. In opera- 
tion, the solution temperature is main- 
tained between 185 and 200 deg. F. 
Sludge precipitating in the polishing 
process is removed periodically. The 
phosphoric acid-butyl alcohol solution 
differs in that it is operated at about 
140 - 160 deg. F. and precipitates a 
slime. 

The current density for electropol- 
ishing is about the same as for electro- 
plating. One-half to one ampere per 
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square inch provides the best results 
in two solutions, but 1 to 1% amperes 
should be used for phosphoric acid- 
butyl alcohol. A direct current source 
of 6 to 12 volts is sufficient to polish 
any parts. 

According to Armco, an important 
advantage of electropolishing lies in 
reducing costs on certain products, 
In the case of small and intricately- 
formed products, electropolishing pro- 
vides for the removal of an extremely 
thin layer of metal from the whole 
surface, thus affording the _ entire 
product a brilliant luster and solv- 
ing the problem of polishing hard- 
to-reach crevices and recesses. When 
polishing small deep drawn products, 
cathodes of special design may be 
used. 

Sometimes, the product may require 
mechanical work before electropolish- 
ing to remove grinding marks and 
deep scratches. Electropolishing ex- 
aggerates such imperfections; yet, 
even on rough surfaces, electropolish- 
ing produces a bright finish. The pro- 
cess is said to be excellent for polish- 
ing stainless steel wire products such 
as refrigerator shelves, metal racks, 
and kitchen tools. It provides for the 
removal of light weld scale and discol- 
oration such as that resulting from re- 
sistance welding. 





Appliance Manufacturer 
Gains Precision with 


Power Brushing 


HE manufacturing standards es- 

tablished by the Hurley Machine 
Division of the Electric Household 
Utilities Corporation, Chicago, Ill, 
which fabricates and markets the fa- 
mous “Thor” household appliances, 
are outstanding examples of precision 
workmanship. In the vast Hurley 
plant on the outskirts of Chicago, the 
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“FINISHES’’... by Stanley 


Compact cases, lipstick shells 

. why do they have so much 
sales appeal on the counter, so 
much charm on the dressing 
table? 


One answer, of course, is color- 
ful enamels and special lacquers 
that Stanley chemists have for- 
mulated for these fast selling 
products . . . finishes that retain 
their color and luster for the 
life of the product, that won't 
chip or scratch or peel. 





STANLEY fie 


“INDUSTRIAL COATINGS 
SYNTHETICS 


LACQUERS 


Hundreds of metal, rubber, 
plastic, and textile products 
have benefited from Stanley’s 
policy of “special finishes for 
special applications.” Our re- 
search staff and unexcelled fa- 
cilities are always at the service 
of industry . . . are yours for 
the asking. 


Why not let us help you with 
your special finishing problems? 
Write to Stanley Chemical Com- 
pany, East Berlin, Connecticut. 


JAPANS 
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Fig. 1—Polishing aluminum die-cast 
parts, such as the dishwasher spin- 
ner shown in the illustration, is one 
of numerous power brushing opera- 
tions performed by the Hurley Ma- 
chine Division, Chicago, manufac- 
turer of ‘‘Thor’’ household 
appliances. 


most modern machinery and 
efficient manufacturing meth- 
ods are employed. Many of 
the polishing and cleaning 
operations are performed by 
means of power brushing, as 
are the bulk of the deburring 
jobs. 

One such operation is the - 
cleaning and polishing of analuminum_ at a speed of 1,750 revolutions per 
die-cast dishwasher spinner, as shown’ minute. 
in Fig. 1. This job is completed on an Another interesting usage of power 
assembly-line basis ina few seconds on brushing in the Hurley plant is in the 
a floor-mounted, motor-driven brushing removal of welding scale from a pin- 
wheel, using a 10-inch Osborn Moni-_ ion gear of a washing machine part, 
tor steel wire wheel brush equipped as shown in Fig. 2. This operation is 
with 0.0095-gauge wire and operating performed on an electrically - driven 
fixture equipped with an &- 
inch Osborn Improved Moni- 
tor Section using 0.0095- 
gauge wire and operating at 
a speed of 1,750 r.p.m. Osborn 
brushes are also used for 
cleaning and polishing pin- 
ion gears, worm gears, clust- 
er gears, basket gears, cam- 
shafts, and various other 
parts. 





Fig. 2—This illustration shows weld- 
ing scale being removed from @ 
small washing machine pinion gear 
with an Osborn Monitor 8-inch di- 
ameter wire wheel brush, using 
0.0095-gauge wire and operating at 
1,750 revolutions per minute. 
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x DEGREASE AND BAKE PAINT 


iy 


Do BOTH with 


Cafpa-ned 


Complete 
Finishing System 
—MORE EFFICIENT 
—MORE ECONOMICAL 





The completely automatic 
finishing operation ¢ 
Barcalo Mfg. Co., ee. 
is a typical example Bey 
duction savings with a 
Fos Infrared system. 

















Fostoria pe 
: i 7S Metal chair frames _ 
per ’ “_ degreased in ik pec 
red with white 
_ , ek ae finish baked 
ywer | q ' i eg 81. minutes. Details 
. the — on request. 
pin- 
part, 
yn is ® ONLY FOSTORIA EVENRAY EQUIPMENT HAS 
‘iven ALL THESE ADVANTAGES — 
n 8 
[oni- 1, LOWER UNIT OPERATION COST — Greatcr efficiency of gold 
1095- reflectors requires lower connected load provides maximum 
t utilization of energy. 
ga 2. MORE UNIFORM COVERAGE — Evenray equipment design gives 
born extraordinarily even distribution of energy on products being 
for processed as little as 2° variation. 

y 3. MAXIMUM TEMPERATURE RANGE — Delivers up to 125 BTU's 
pin- per square inch per hour. Accommodates from 80-watt to 1000- 
lust- watt lamps for fastest processing according to job requirements. 
cam- 4, MAXIMUM ENERGY UTILIZATION — Two-wall oven construction 
her and gold interior reflecting surface provide most effective insula- 


tion. It puts the energy on the product. 


5. COMPLETE LINE OF EQUIPMENT — Evenray models are available 
for spot heating or full ovens, utilizing clear or reflector type 


lamps; permitting a choice for best results depending on the for 
nature of the product to be processed. Flexibility of construction White 


permits quick and easy alteration or addition for production 
changes. 


6. APPROVED ELECTRICAL CONSTRUCTION — Listed under Re- ‘ 
examination Service of Underwriters’ Laboratories, Inc. EV-1146 which 
pictures and 


weld THE FOSTORIA PRESSED STEEL CORP. Sccicinss "ant 


ai FOSTORIA, OHIO Fostoria Evenray 
ps Specialists in Infrared Heating and Industrial Lighting Equipment Systems. 
nes In Canada Amalgamated Electric Corp. and all Northern Electric Branches 
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Arco Opens New 


Laboratory 
To meet modern industry’s increasing 
demands for specialized production fin- 
ishes, to spur development of new, im- 
proved protective - decorative organic 
coatings, and to effect improvements in 
existing paint, lacquer, enamel, and var- 
nish products, The Arco Co., Cleveland, 
Ohio, has announced completion of a new 
research laboratory building. The labor- 
atory is fully equipped with more than 
37 different testing devices and allied ac- 
cessory apparatus for producing a wide 
range of scientific analyses essential to 
product development, quality improve- 
ment, and production control. It is staffed 
by a group of experienced paint techni- 
cians, and organic chemists headed by 

Dr. Eugene W. Kanning. 





Located adjacent to the company’s gen- 
eral offices at 7301 Bessemer Avenue and 
housed in a modern two-story structure 
of steel frame and concrete construction, 
this paint research center has a function- 
al floor area of 9,150 square feet. Consist- 
ing of four acoustically-conditioned, in- 
candescent-illuminated laboratories, each 
approximately 48 x 36 feet in size, two on 
each floor, with offices and library in the 
central portion of the building, the build- 
ing provides extensive facilities for the 
development and evaluation of organic 
coatings, resin research, pilot-plant pro- 
duction of new synthetic resins, and ac- 
celerated testing under controlled tem- 
perature conditions of finishes taken from 
the regular Arco production line or mat- 
erials still in the development stage. Spe- 
cial equipment rooms adjoin the main 
laboratories. 


Arco Company's new research laboratory building, with general offices of the 
company in background 
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russ YEUS YOU HOW TO GIVE 
SAFE EXIT TO ~CORROSIVES 


This new, 12-page bulletin tells_you 
how, why and where you should 
use Duriron acid-proof drain 
equipment for corrosive 


wastes. 







DURCO Adv. 47-GM 


September, 1947 











cor CORROSI YE 
rsresat SYSTEMS 





wastt 






The booklet first tells you about Duriron; 
its composition, advantages, physical properties 

and corrosion-resisting ability. This high-silicon iron is 
compared with other materials and its superiority for handling corro- 
sives is shown in dramatic visual form. 

A handbook on Duriron drain line material for handling corrosive 
wastes, the bulletin gives engineering data, sizes, dimensions and 
drawings of the various pieces of Duriron equipment . . . instructions 
on how to install . . . information on application in chemical labora- 
tories, industrial installations, engraving plants and other places 
where corrosives are handled. Installation photos and a partial list 
of existing installations in various types of plants are also included. 

Today's high cost of repairs makes the Duriron drain line installa- 
tion even more economical than ever. 

Find out how you can protect your waste disposal system against 
costly corrosion. Write for this new, free bulletin today. Ask for 
Bulletin 703. 


THE DURIRON CO., INC. © DAYTON 1, OHIO 
Branch Offices in Principal Cities 
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. . 
Promoted to Technical Director 

The Parker Rust Proof Co., Detroit, 
Mich., announces the promotion of Dr. 
R. CG. Gibson from the position of director 
of research to that 
of technical direc- 
tor. Dr. Gibson is 
in complete charge 
of all laboratory, 
development, and 
pilot plant opera- 
tions. 

Dr. Grant C. Bai- 
ley, formerly with 
tue research de- 
partment of the 
Phillips Petroleum 
Co., Bartlesville, 
Okla., has been ap- 
pointed manager of 
the research de- 
partment of Par- 
ker Rust Proof, and 
Gaillard W. Dell, 
formerly with the 
Bohn Aluminum and Brass Co., Detroit, 
Mich., has also joined the research staff 
of Parker Rust Proof. 





Dr. R. C. Gibson 


IFMA Offers Cash Awards 


for Technical Papers 


The Industrial Furnace Manufacturers 
Association, 420 Lexington Ave., New 
York 17, N. Y., announces the “IFMA 
Prize Contest’ to promote the publica- 
tion of more and better articles in the 
trade press describing the cconomic ad- 
vantages obtained by the use of modern 
industrial furnaces, kilns, and ovens. 
Papers published in a trade paper in the 
United States between October 1, 1947 
and September 1, 1948 inclusive will be 
eligible for prizes. 

The articles may be the original or 
they may be technical society papers 
subsequently published in trade or tech- 
nical papers. Competition in the contest 
is open to all individuals or groups with 
the single exception that they must not 
be connected with the industrial furnace, 
kiln, or oven industry. 

The papers will be judged as follows: 
(a) completeness and accuracy of operat- 
ing data such as fuel or electricity costs, 
labor costs, floor space requirements, sav- 
ings in preceding or subsequent opera- 
tions, material costs, and so on; (b) con- 
cise and complete coverage of improve- 
ments in the product, such as physical 
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qualities, appearance, the reduction of 
rejects or rework, and so on; (Cc) Clear- 
ness and completeness of description of 
equipment, including size, Construction, 
operating cycle, and so on; (d) unique- 
ness of design with regard to method of 
operation, material handling, heating, 
and so on; (e) completeness of descrip- 
tion of parts treated, size, material, rate 
of production, and so on; and (f) in gen- 
eral, the ability for a possible user in the 
same or similar industry to apply these 
data to his product or operations, and to 
determine the possible advantages from 
his use of the equipment or process, 

The awards shall consist of: first prize, 
$1,000; second prize, $300; and third prize, 
$200. In addition, special non-cash 
awards will be made to the magazines 
publishing the three winning awards. 
Judges will be appointed by the Indus- 
trial Furnace Manufacturers Association, 
and will be announced before December 
31, 1947. The awards will be made and 
checks sent to the authors of the three 
best articles on or before February 1, 
—- The decisions of the judges will be 
inal. 


Builds New Pumice Plant 


William R. Rogers, Beverly, Mass., an- 
nounces that it has constructed at 8 
Park Street, adjacent to its present pum- 
ice plant at 70 Park Street, a large plant 
which is believed ‘to be the largest pum- 
ice producing plant in the world. One of 
the largest importers of pumice from 
Italy, the company refines all grades of 
genuine Italian pumice both in Italy and 
at its plant in Beverly for sale to the 
finishing and plating trade,, as well as 
other industries. 


DeVilbiss to Build 


New Canadian Plant 


The DeVilbiss Company will soon break 
ground for the first unit of its new Cana- 
dian plant intended to better supply the 
heavy demand for spray booths through- 
out the Dominion. The new structure will 
be devoted entirely to the manufacture 
of spray painting exhaust systems and 
will enable the production of numerous 
new spray booth developments. 

The operations in this first unit will 
augment the present Windsor plant pro- 
duction of spray guns, air compressors, 
and atomizers. 
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e Dusty, fume-laden air dulls the 
efficiency of workers, damages ma- 
chines, motors and bearings, curtails 
production. 



















Illustration at the left shows a KIRK 
& BLUM system for castings grind- 
ing at the bench. Dust, sand and 
chips are removed as fast as pro- 
duced. Note particularly turntable 
in center of bench which revolves 
work to operator so that he may 
work continuously. This results in 
better dust control . . . less lost mo- 
tion. 





THE KIRK & BLUM MFG. CO. 
1816 Spring Grove Ave., Cincinnati 25, O. 


KIRK ao BLUM 


DUST CONTROL 


Kirk & Blum Down 
Draft Dust Control 
Systems in the plants 
of: The Cincinnati 
Shaper Co. (above) 
and The Monarch 
Machine Tool Com- 
pany, Sidney, Ohio’ 
(right). 
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New Bart-Messing Plant 


The accompanying illustration shows 
the modern plant building at 45 Morgan 
Avenue, Brooklyn, recently occupied by 
the Bart-Messing Corporation, manufac- 
turer of Sel-Rex selenium rectifiers. Ac- 


cording to M. Messing, president, the 
most advanced scientific developments 
and testing paraphenalia have been 
installed, including a 400-ampere power 
line capable of testing 10,000-ampere 
rectifiers at full load. 

The total space of the building is in ex- 
cess of 6,000 square feet. The factory oc- 
cupies the entire first floor, and the ex- 
ecutive offices are located on the second 
floor. The laboratory for testing chem- 
icals, metals, and plating processes re- 
mains in Belleville, New Jersey. 


Harrington Retires from Du Pont 


Executive Committee 


The retirement of Willis F. Harrington 
as a member of the executive committee 
and his resignation as a vice president of 
E. I. du Pont de Nemours & Company, 
effective August 1, has been announced 
following a meeting of the board of di- 
rectors. At the same time, J. Warren 
Kinsman, general manager of the com- 
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New plant of " 
Messing Compeati 


pany’s Fabrics ang 
Finishes Depart. 
ment and a men. 
ber of the board, 
was made a vice 
president and was 
designated a mem. 
ber of the execy. 
tive committee. Mr 
Harrington wil 
continue to serve 
as a member of the 
board. His retire. 
ment _ terminates 
an active career 
with the Du Pont 
Company that be- 
gan in 1904 asa 
chemist at the East. 
ern Laboratory. 
Mr. Kinsman was 
first employed by 
Du Pont in 1915 a; 
a general foreman 
in the Bayway, N. J. plant of the High 
Explosives Operating Department. 





L. F. Moody Appointed 


Sales Engineer 


Leslie F. Moody, 1563 Trestle Glen Rd, 
Oakland 10, Calif., has been appointed 
sales manager of The Cambridge Wire 
Cloth Co., Cambridge, Md., to cover the 
State of California. 





P.E.I. Announces Industry-Wide 


Sales Conference 


A Sales and Management Conference 
will be the feature program for the first 
day of the Porcelain Enamel Institute's 
Ninth Annual Meeting, to be held in 
Cleveland October 9th and 10th. It is 
planned to bring together at this confer 
ence the sales and policy-making execu: 
tives of the industry, as well as the mer 
chandising experts familiar with selling 
problems in the appliance, home furnish 
ings, housewares, architectural, and oth: 
er fields, for a discussion on how porce 
lain enamel can be properly sold. 
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=) “HARSHAW ANODES and CHEMICALS 
°8 and UR job for more than fifty years has been to 
part. ; , 
men concentrate on improving the quality of the 
oard, F 
> anodes and chemicals used by platers. You can depend 
‘as 
bss on Harshaw products to keep your production moving. 
e. Mr 
Ps. NICKEL PLATING . . . nickel anodes—all commercial grades and 
be sizes... anode bags... nickel salts— single and double. . . nickel 
— chloride . . . nickel carbonate . . . boric acid. 
- r Y ” 
tbe CHROMIUM PLATING . . . pure ‘Krome Flake” 99.8% CrO3... sul- 
Bas phates less than .10% . . . lead, tin-lead and antimony-lead anodes. 
ry. 
wa COPPER PLATING . . . copper ball anodes . . . Rochelle Salts... 
a sodium and copper cyanides... copper sulfate...copper fluoborate. 
High ; ‘ 
CADMIUM PLATING... ball and cast cadmium anodes... cadmium 
oxide . . . sodium cyanide. 
| TIN PLATING . . . cast tin anodes... sodium stannate. . . stannous 
sulfate... tin fluoborate . . . acid tin addition agent. 
n Ra, 
= ZINC PLATING ... ball and cast zinc anodes... sodium and zinc 
or the cyanide . .. zinc sulfate. 
LEAD PLATING . . . cast lead anodes . . . lead fluoborate. 
Wide SILVER PLATING . . . silver cyanide . . . silver nitrate. 
Stocks are maintained in Cleveland and in branches at Chicago, 
“4 Cincinnati, Detroit, Houston, Los Angeles, Philadelphia, Pitts- 
oy burgh, and New York. 
It is 
onfer 
‘xecu: 
» mer: 
elit THE HARSHAW CHEMICAL oe. 
1 oth: 1945 East 97th Street, Cleveland 6, Ohio 
ad BRANCHES IN PRINCIPAL CITIES 
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New Clinton Technical Director 


Donald A. Hilliard has been named 
teennical director of The Clinton Com- 
pany, Chicago, manufacturer of lacquers, 
stains, paints, enamels, synthetics, and 
adhesives. Mr. Hilliard received a B.S. de- 
gree in chemistry from Rensselaer Poly- 
technic Institute in 
1937 and took grad- 
uate courses in 
paint and pigment 
technology and or- 
ganic chemistry at 
Brooklyn Polytech- 
nic Institute in 19- 
38. In addition, he 
took ESMWT 
courses in produc- 
tion control in 19- 
41, industrial heat- 
ing in 1942, and 
plastics technology 
in 1943. 

A member of the 
American Chemical 
Society, American 
Society for Metals, 
American Electro- 
platers’ Society, 
and Society of Automotive Engineers, Mr. 
Hilliard, before coming with The Clinton 
Company, was employed by Hilo Varnish 
Corporation and United Chromium, Inc., 
and, until recently, was director of en- 
gineering and finishing at Landers, Frary 
& Clark, New Britain, Conn. Mr. Hilliard 
has written many articles on finishing 
materials and was formerly technical 
editor of ‘‘Organic Finishing’’ magazine. 





Donald A. Hilliard 


Dr. George H. Young Promoted 


Dr. George H. Young, who during the 
past three years has been serving as 
executive assistant to the director of 
Mellon Institute, has been promoted to 
an assistant directorship of the Insti- 
tute. Dr. Young attended Pennyslvania 
State College, from which he was gradu- 
ated with a B.S. in chemistry in 1932. 
After spending a year at the Institute 
of Paper Chemistry, he returned to Penn 
State and received an M.S. degree in 1934 
and Ph.D. degree in 1936 in organic 
chemistry. He joined the research staff 
of Mellon Institute late in 1935 as incum- 
bent of the Stoner-Mudge, Inc. Fellow- 
ship on Protective Coatings. In 1937 he 
was made Senior Fellow, which position 
he held until 1944 when he was named 
executive assistant to the director of 
Mellon Institute. 
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To Attend 


Conference Abroad 


W. L. Pinner, past president of the 
American Electroplaters’ Society and 
manager of research and development at 
the Houdaille - Hershey Corp., Detroit, 
Mich., will attend the Third Internationa} 
Conference to be held in London, Sep. 
tember 17-20. Mr. Pinner will attend the 
Conference on behalf of his company, 


Opens New York 
Branch Office 


In view of its rapidly increasing busi- 
ness in the Metropolitan New York area 
and to render its customers a more ade- 
quate and prompt service, the Commer- 
cial Filters Corporation has opened a 
branch office at Room 1501, 92 Liberty 
St., New York 6, N. Y. James M. Mor- 
rison will be the New York district man- 
ager and will be assisted by Harold C. 
Corwin. 


Appoints New Philadelphia 
Sales Manager 


The Interchemical Corporation, Fin- 
ishes Division, has appointed Charles F. 
Kahnhauser as 
sales manager of 
metal decorating 
products in the 
company’s’ Phila- 
delphia district of- 
fice. A veteran of 31 
years in industrial 
finishing, Mr. 
Kahnhauser be- 
gan his career in 
1916 as a varnish 
salesman for the 
old Ault & Wiborg 
Company of Cin- 
cinnati, now a part 
of the Interchem- 
ical Corporation. 

After 16 years in 
the Middle West, 
Mr. Kahnhauser 
accepted a territo- 
ry in Syracuse, N. Y. Ten years later, in 
1942, he was transferred to Philadelphia 
where his broad experience helped solve 
many metal decorating problems of the 
war years. 


Chas. F. Kahnhauser 
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NORGREN PURAIRE REGULATOR UNIT 
stops moisture, grit, rust and pipe scale 


Besides regulating pressure, it guards your work against 
water and oil spots 4 vital ways: (1) Tornado Jet Filter 
separates water and emulsions from the air, (2) Double 
Monel screen stops all solids, 
(3) Quiet Zone beneath baffle 
traps goo until blown out by 
operator, (4) Color tell-tale in 
top of purifier turns from blue 
to pink when moisture is pres- 
ent — warning operator to 
drain filter or check airline 
traps. 


September, 1947 PRODUCTS FINISHING 





C. A. NORGREN CO. 
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Dr. A. Lloyd Taylor Joins 


Wyandotte Chemicals 

Dr. A. Lloyd Taylor, formerly vice 
president in charge of research and de- 
velopment for H. L. Shaw and Sons, 
Portsmouth, N. H., and Boston, Mass., 
has accepted a po- 
sition as research 
supervisor in the 
Wyandotte Chemi- 
cals Corporation 
research laborator- 
ies where his ex- 
perience will be ap- 


plied in the field 
of industrial de- 
tergents. 


In addition to 
work on detergents 
in his previous po- 
sition, Dr. Taylor 
has had many years 
of experience in the 
same field as direc- 
tor of research for 
Oakite Products 
and as director of 
the Department of 
Chemistry for Pease Laboratories, New 
York, New York. 





Dr. A. Lloyd Taylor 





Interchemical Accents Technical 


Sales Training 


To fill the need for a combination sales 
and technical service representative who 
can solve 90 per cent of his customers’ 
application problems on the spot, the In- 
terchemical Corporation Finishes Divi- 
sion has adopted a technical sales train- 
ing program in its Cincinnati, Ohio plant. 
Instituted January 1, 1946, the program 
is an outgrowth of valuable experience 
with previous projects which were well 
under way before Pearl Harbor but had 
to be abandoned during the war years. 
Thorough planning preceded adoption 
of the current program, which covers all 
phases of industrial finishes manufactur- 
ing, research, and product application. 
The course of practical and theoretical 
instruction is carefully spread out over a 
12-month period with a maximum degree 
of flexibility to suit the individual trainee. 

Prospective sales representatives of 
Interchemical are recruited from out- 
standing chemical and chemical engineer- 
ing graduates of leading colleges and 
universities throughout the country. This 
procedure assures the company of 
trainees with technical aptitude. These 
graduates are then screened by a battery 
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of eight standard psychological tests to 
select those whose personalities and abjjj- 
ties are best suited to the selling pro. 
fession. Once selected by the company, 
the neophytes immediately begin their 
training with a 2-week period in the 
Maintenance Department of the Cincip- 
nati plant. This initial assignment is then 
followed by 23 other periods of training 
varying from one to three weeks, each 
under the direct supervision of Special- 
ists or department heads. Supplementing 
the practical experience of actual partic. 
ipation in manufacturing, research, and 
service is a series of 52 weekly lectures 
on chemical theory, sales psychology, 
selling methods, distribution, and field 
service. 





Protective Coating Division 


Formed 


The Cyclic Chemical Co., Washington, 
D. C., announces the formation of the 
Permolite Division for the manufacture 
of protective coatings of the chemical- 
resistant type and their application to 
equipment of all types. Headquarters and 
plant operations will be in Hamilton, 
Ohio, where a new modern plant has been 
equipped for production. A modern and 
fully equipped laboratory is staffed with 
competent and experienced research and 
development personnel. The development 
and use of the various Permolite coat- 
ings are based on more than a decade of 
experience in the formulation and appli- 
cation of corrosion-resistant finishes. 





Sales Representation Expanded 


Expansion of its sales representation 
is announced by the American Nickeloid 
Co., Peru, Ill., manufacturer of preplated 
metals, with the establishment of a New 
England sales office at Beverly, Mass. In 
charge of this sales division is J. F. 
Schoellhorn, formerly of the company’s 
Chicago office and prior to that stationed 
at the company’s main office in Peru in 
a sales capacity. 

Sales representatives have also been 
added in two other American Nickeloid 
offices. Norman D. Standal has _ joined 
the Seattle, Washington office, where 
Hughson and Merton are the representa 
tives. William Watts and John Richards 
have joined the Chattanooga, Tennesseé 
office, where C. R. Eaves and Company 
are the representatives. 
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Bumper sections running on 
a1l2head ACME(horizontal 
return type) AUTOMATIC 
STRAIGHT LINE polishing 
and buffing machine. 


ACME AUTOMATIC STRAIGHT LINES have 
proven, in plant after plant, to be the short cut 
to increased production and finer finishing. 
Whatever the item, if it’s adaptable to straight 
line finishing, you can depend on an ACME 
AUTOMATIC to speed up production in your 
polishing and buffing department. In addition, 
ACME builds all types of Semis and Rotary 
Automatic polishing and buffing machines. 


ooth 


Send samples and details see our displa ae — 
for recommendations as to | 2423 — ion an 
tal Ex xposit® cational 


the most efficiént automatic ps ress, In °, 
cont ate ay 


machine operation. 
We —oOrct 


men E Man Wacturia Lo. 


y\645 HOWARD ST. DETROIT 16, a. 
bi Rive AUTOMATIC POLISHING AND BUFFING MACHINES FOR OVER YEARS 
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(Below) The water heater shown here com- 
prises a galvanized steel tank that is enclosed 





in a rust-proofed steel shell which is finished 
in white baked enamel and rests on a black 


enameled base. 


(Photo courtesy Frigidaire Div., General Motors Corp., 


Dayton 1, Ohio) 





(Right) Illustrated herein are ve 
rious types of aluminum seals with 
enamel finishes for use on a variety 
of consumer products. 


(Photo courtesy Aluminum Company of America, 
Pittsburgh 19, Pa.) 
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(Right) Oval in shape and beautifully de- 
signed in two-tone chromium, the shell of 
this automatic pop-up toaster is drawn 
from a single piece of high grade steel, 
the upper portion of which is finished in 
shiny, highly polished chromium while 
the lower part is a smooth satin finish, 
ridged to provide eye appeal 
and contrast. 
(Photo courtesy Proctor Electric Co., Philadelphia, Pa.) 





















(Right) The soap dispenser shown here- 
with is made of enameled cold-rolled 
steel and is provided with a chrome 
plated base. 


(Photo courtesy West Disinfecting Co., 
Long Island City 1, N. Y.) 





Porter-Cable ‘*C-6”’ Belt Grinder 
and Polisher 


Especially designed for the grinding 
and polishing of contours, maintaining a 
sharp, fully-machined pattern, the Por- 
ter-Cable ‘‘C-6’”’ Belt Grinder and Polish- 
er illustrated herewith has been brought 


Porter-Cable ‘‘C-6’’ Belt Grinder and 
Polisher 
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nae 


POLISHING 


out by the Porter-Cable Machine (%, 
302-6 Wolf St., Syracuse 8, N. Y. In th 
machine, a flexed abrasive belt » 
proaches and leaves a formed Conta 
roll at a slight angle. The abrasive be 
“‘drapes’”’ itself into the pattern on thf 
roll and grinds and polishes the patten} 
quickly. The pattern is turned into th 
contact roll, which is made of sisal an § 
latex, and is said to hold a pattern ir 
definitely yet is slightly resilient fe 
smooth, fast grinding and polishing. - 

The Porter-Cable C-6 Grinder and Pi: 
isher occupies a floor space of 2 xif 
inches and is designed to accommodat fF 
a 148-inch abrasive belt. Its contact nif 
is not a driving force but.an idler; thu 
heat and motor and shaft vibration arf 
said to be eliminated. The surface spei [7 
of the abrasive belt is claimed to remaiif 
constant regardless of the diameter if 
the contact roll. : 


Standard Extra Heavy Daty 
Proper Speed Buffing and 


Polishing Lathe 


The development of a proper spet 
buffing and polishing lathe featurim 
extra heavy duty construction to provi 
the increased capacity required whe 
using semi-automatic fixtures is a 
nounced by The Standard Electrical Tod 
Co., 2518 River Rd., Cincinnati 4, Ohio 
The machine illustrated herewith i 
equipped with a 50 h.p. 1,800 rpm 
N.E.M.A. frame ball bearing moto 
which is mounted on a hinged bed plate 
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Outstanding for protection against pitting, spotting, PVE 0) 
poor adhesion, formation of nodules, etc., which mean “Sealed Disc” 
rejects and reworking, ‘Sealed-Disc” Filters have won P)ATERS 


é 


high reputation in plating rooms large and small all ee 
over the world. ngs | 
You too, can take advantage of the savings in time and F ai 
labor by using an Alsop “Sealed-Disc” Filter in your 4. = 
plant. i 
“Sealed-Disc’” Filters remove all traces of dirt, dust, oil, Heine 
sludge and all other impurities from plating solutions. ae ee 
Winasatckhiaea le aso 
Our new catalog gives you all the facts. Ph yey Filters can 
The Alsop Engineering Corporation, 209 Keen Street, AE el ae 
Milldale, Connecticut. plating solutions. 


ALSOP ENGINEERING CORPORATION 


Filters, Filter Discs, Pumps, Tanks, Mixers, Agitators 
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inside the base. Power is transmitted to 
the work spindle through a multiple V- 
belt drive. A hand adjusting screw at the 
rear of the machine allows for placing of 
the correct tension on the V-belt drive. 

The spindle is of nickel steel, with each 
end of the spindle provided with Acme 
threads and a hard bronze nut. A shaft 
lock for use in changing wheels is pro- 
vided. The spindle is mounted on four 
ball bearings protected with labyrinth 
seals and equipped with liberal size oil 
reservoirs and sight feed oil gages. The 
diameter of the spindle between flanges 
is 2 inches. The machine is ordinarily 
furnished with a distance from the base 
to the inside of the wheel of 2% inches, 
with greater clearances up to 17 or 20 
inches available to individual order. The 
spindle speed is of the user’s selection. 

The Standard Extra Heavy Duty Prop- 
er Speed Buffing and Polishing Lathe can 
also be obtained in sizes of 20, 25, 30, and 
40 h.p. Standard equipment includes a 
magnetic starter having overload and 
undervoltage protection, and a separate 
Start-stop push-button station. An ad- 
vantage of the spindle construction is that 
the entire spindle assembly may be re- 
moved intact without disturbing the ball 
bearings, thereby not interfering with 
the internal parts, not exposing bearings 
to foreign materials, and so on. Moreover, 
this arrangement enables the V-belt 
drive to be quickly renewed with a mini- 
mum of effort. 





Colonial Type F Dust Collector 


Said to be particularly adapted to 
small isolated groups of machines or sin- 
gle machines, a dust collector which can 
be located on the floor by machines, over- 
head, or under a bench is now being 


112. PRODUCTS FINISHING 


Standard Extra Heavy Duty Prope; 
Speed Buffing and Polishing Lathe 


marketed by the Colonial Blow. 
er Co., 17 Francis Ave., Hart- 
ford, Conn. Designated as the 
Type F, the unit is made in 
two sizes; namely, 4F and 6F. 
For each size, a choice of two 
fan units is available, thus per. 
mitting the selection of three 
capacities. 

According to the manufacturer, the 
Colonial Type F Dust Collector combines 
the principles of centrifugal separation 
and filtering to remove the dirt from the 
air. The cleaned air is returned to the 
room very close to the point at which it 
is picked up. The unit is available in ca- 
pacities for serving one to four 3-inch dia- 
meter connections or one to two 4-inch 
diameter connections. With normal runs 
of branch piping or hose, the unit is said 
to produce a 2%-inch static suction at 
the hood collars. 

The Colonial Type F Dust Collector 
can be furnished with flexible hose and 
fittings for connections to machines if 
desired. 





Colonial Type F Dust Collector 
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ra | Stepping-up metal a finishing 
dit | steps-down the cost . . . then, if the 
rs | quality’s improved, you have a de- 
nat | cidedcompetitiveadvantage. That’s 
what we try to include when you 
‘ant | buy Custom-Built Rolock Carriers. 
This example is a Monel barrel for 
1000 Ib. loads, motorized for fast 
pickling prior to galvanizing. Han- 
dled by monorail hoist, it is sus- 
pended in tank by side brackets. 
Anti-friction Monel roller bearing 
is an added advantage. 

Come to Rolock for baskets, trays, 
racks, crates, fixtures, retorts, etc. ... 
all designed for your specific job 
and built for lower finishing costs. 
New Catalog Shows 225 Designs + 


i | | 





1400 Kings Highway East, Fairfield, Conn. 
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Hammond Model OD-1 Cylin- 
drical Grinding and Polishing 
Machine 


Hammond Machinery Builders, Inc., 
1622 Douglas Ave., Kalamazoo 54, Mich., 
announces the addition to its line of 
grinding and polishing equipment of the 





Hammond Model OD-1 Cylindrical Grinding 
and Polishing Machine 


Hammond Model OD-1 Cylindrical Grind- 
ing and Polishing Machine shown here- 
with, which is designed for rods, bars, 
and tubes from % to 1% inches in diam- 
eter. The Model OD-1 is a centerless ma- 
chine using coated abrasive belts for 
grinding and polishing. According to the 
manufacturer, the unit is designed to re- 
move up to 0.005 inch per pass on ferrous 
metal parts and up to 0.010 inch on non- 
ferrous products. Work supports are con- 
structed to handle 14-inch bars up to 18 
feet long and 1-inch bars up to 8 feet 


long. The accuracy on production items 
is claimed to be 0.001 inch, with cloger 
limits on some work. 

The endless abrasive belt employed op 
the machine is 4 inches wide x 60 inches 
long and may be operated dry or wet 
with coolant. Two methods of fee 
are employed; namely, through-feed ang 
in-feed. The through-feed method is gen. 
erally used and is performed by swing- 
ing the regulating wheel on its horizonta] 
axis from 0 to 12 deg. The rate of feeg 
can be varied from 0 to 18 f. p. m. 





Electronic ‘“SSpark-Guard”’ for 
Ransburg Electrostatic Spray 


and Detearing Equipment 


The Harper J. Ransburg Co., 1248 Barth 
Ave., Indianapolis 7, Ind., announces an 
additional safety feature for its electro 
static spray coating and dip-detearing 
processes. The safety feature comprise 
an electronic ‘‘spark-guard’’ which is saii 
to be so sensitive that it can be set ty 
anticipate an accidental ‘‘short’’ and de 
energize the electrostatic field before a 
spark-over develops. The device, it is 
claimed, will automatically stop the 
equipment should a piece accidentally ap- 
proach the discharge electrode either 
from swinging, falling, and so on. 

The spark-guard consists essentially of 
a self-contained control cabinet, power 
pack, and electronic relays arranged to 
de-energize the field when accidental dis- 
location reduces below safe limits the se 
paration of electrostatic equipment trans- 
mitting electric current from the pr- 
ducts being painted or parts of opposite 
polarity. The device also actuates a bell 
and lamp to signal the operator, and 
can be wired to stop the conveyor or oth- 
er equipment as desired. Once the con- 
trol has stopped the equipment, the fault 
must be removed before the field can be 
re-established. 

The spark-guard will be supplied to all 
present users of both Ransburg electro- 
static spray and electrostatic detearing 
equipment and will be incorporated in all 
future installations. 





KEYSTONE EMERY MILLS 





For a real good polishing job use 


Keystone TURKISH Emery 
FRESH SUPPLY AVAILABLE 
Write for Sample 








4316 Paul St., Phila., Pa. 
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WORTHWHILE 
READING! 


2nd EDITION 
of the Green 


“Bench Rectifier” Booklet 


... compiled by Green Engi- 
neers. Data on over 25 differ- 
ent types of bench rectifier 
units. Sent FREE of charge or 
obligation by writing to us or 
a Green Representative. 


D.C. Power Package 


with a handle! 


New Model 825SIC. 0-8 volts, 
25 amps. 14" x 14" x9". Also 
Model 725SIC 0-6 volts, 25 amps. 










u 
| : neta EECTR Ie £0. ing 


L MCh bites 4 





See Your Nearest Green Representative 


FREDERIC B. STEVENS, CROWN RHEOSTAT 
INC. & SUPPLY COMPANY 


510 Third Street 3465 N. Kimball Ave. 


Detroit 26, Mich. Chicago 18, Illinois 
MUNNING & A. J. LYNCH & 
MUNNING, INC. COMPANY 


202 Emmett Street 2424 Enterprise Street 
Newark 5, N. J. Los Angeles 21, Calif. 





W. GREEN ELECTRIC COMPANY, INC. 


GREEN EXCHANGE BUILDING 130 CEDAR STREET NEW YORK 6, N.Y. 
RECTIFIER G ENGINEERS 
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**Speedtec”’ Synthetic Enamel 

A quick air-drying synthetic enamel 
with a wide range of potential applica- 
tions, to be known as ‘‘Speedtec,”’ is an- 
nounced by W. P. Fuller & Co., Indus- 
trial Finishes Division, 301 Mission St., 
San F'rancisco 19, Calif. The enamel is rec- 
ommended for application to tractors, 
earth-moving equipment, toys, novelties, 
garden equipment, pumps, and machinery 
where a quick dress-up is required, as 
well as for various other applications. 

According to the manufacturer, Speed- 
tect dries tack-free in 20 minutes and 
print-free overnight and may be applied 
by the spray or dip method. Brushing is 
recommended only for touch-up work. 
Thinning can be done with Synal. 





Alfco ‘‘Pentrate”’ 

A product which is said to make water 
wetter for fire fighting is now being mar- 
keted under the name of Alfco ‘‘Pentrate’”’ 
by the American - LaFrance -Foamite 
Corp., Elmira, N. Y. According to the 
manufacturer, the formula is_ scienti- 
fically compounded of chemical ingredi- 
ents, one per cent of which when added 
to ordinary water provides the combined 
solution fast penetrating and spreading 
qualities superior to water itself and, 
therefore, more effective in fire fighting. 

Pentrate, it is claimed, is no more in- 
jurious to metal and wood than water 
itself, and has even less corrosive effect 
than water and can be used effectively 
with salt water or calcium chloride solu- 
tions. Pentrate tends to make water wet- 
ter by affording the water a better chance 
to spread, to penetrate, and to soak into 
an object on fire; to cover more readily 
broken or rough surfaces; to penetrate 
deeply into bales of cotton, waste, coal 
piles, and so on, it is stated. 


Torit 
Polishing and 
Buffing 
Wheel Hood 


To meet the need 
for an efficient hood 
for collecting dust 
from polishing and 
buffing wheels, the 
Torit Manufactur- 
ing Co., 314 Wal- 
nut St., St. Paul, 
2, Minn., has devel- 
oped a hood of the 
design illustrated 
herewith. The hood 
is built in several 
different sizes ac- 
cording to wheel 
diameter. The ar- 
rangment and lo- 
cation of the ex- 
haust outlet are 
such that a smooth 
flow of dust-laden 
air from polish- 





Torit Polishing and 
Buffing Wheel Hood 


ing and buffing wheels into the piping to 
the dust collector is said to be assured. 
Made of 16 gauge steel to provide fir 


long service, 


the Torit Polishing ani 


Buffing Wheel Hood is designed fora 
39-inch spindle height and is available in 


the following sizes: 


No. 8-A (5 inches 


wide) for 8-inch diameter wheels; No. 
10-A (6 inches wide) for 10-inch diameter 
wheels; No. 12-A (6 inches wide) for 12 
inch diameter wheels; No. 14-A (6 inches 
wide) for 14-inch diameter wheels; and 
No. 16-A (7 inches wide) for 16-inch dia- 


meter wheels. 











higher cost. 





SINGLETON COMPANY, e 9823 Lorain Ave., Cleveland 2, Ohio, Woodbine 9056 





HIGH TEMPERATURE LUCITE PLATING TANKS 
for LABORATORY and PRODUCTION PLATING 


Singleton tanks are made of high temperature Lucite to give un- 
limited life, resistance to all aqueous acids with no contamination 
even when changing from one bath to another, ruggedness, heat 
and electrical insulation, and transparency. 


‘ SEE THE BATH IN ACTION! 
Our Singleton Production Tank, a Lucite tank within a steel tank, 
is the ideal, permanent answer to your plating problems at no 


Everything in Plastics for the Platers. 
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Another 
| MANDERSCHEID 
' Development 












Sneed and Economy 










POLISHING WHEEL 


BUSHIN 
Modern as 
RADAR 








Easily pressed 
into the wheel 
using a 
§ polishing lathe 


: STOP spindle as a 
Spindle Wear screw press. 
Keep Wheels a Another 

Concentric MANDERSCHEID 
Development 


A girl can change Presto-Equipped Polishing 
Wheels easily, quickly and SAFELY. They slide 
on and off with the spindle stopped, without 
hazard to operator or wear to spindle. 

The wheels stay concentric — do a better job 
faster, without wasting grit. 

Use Presto Bushings in your present wheels. Spe- 
cify “Equipped with Presto Bushings” when you 
order new. wheels, 


Send for free samples. Give spindle size. 
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Type B Rake 
for light raking. 
Both Type B and Type C Rakes fit 
the Modern Rake Holder, singly or 
one on each side. Just replace worn 
rakes and save the handle. 








Proper wheel surfaces and correct shapes are essential to 
efficient polishing, buffing and burring. That’s why Modern 
Wheel Rakes effect economies beyond estimation! 

Modern Rakes do the job right—quickly without hazard 
to operator. They recondition. and shape wheels with 
minimum waste, thereby conserving the wheels. 

Observe the many teeth of uniform length and spacing 
patterned to rake evenly to the correct depth. Note the 
two rakes—Type B for light raking, Type C for coarse 
raking and shaping—both interchangeable on the Modern 
Rake Holder, affording the right tool for the job in a jiffy. 

Whether it’s trimming polishing wheels,—raking out 
buffing wheels,—or shaping any kind or size of Polishing 
Wheel, Buffing Wheel, or Bob, Modern Rakes do the job 
so much better there’s no comparison. The extra Safety 
alone makes Modern Rakes worth many times their modest 
cont. See Us—Booth 146 


Metals Show 
Oct. 18-24 





Jobbers in principal cities. 


Ze MAN DERSCHEID Zo. 


810 Fulton St., 


Chicago 7, Illinois 


Serving the Metal Finishing Trade over 35 Years. 
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Wyandotte Burnishing 
Compound 317 


A burnishing compound that is design- 
ed to provide high luster to zinc, brass, 
nickel, silver, lead, and gold is now being 
marketed by the Wyandotte Chemicals 
Corp., Wyandotte, Mich. Designated as 
317, the compound can be satisfactorily 
used in either hot or cold water and con- 
tains no soap or inorganic alkalis so that 
hardness does not affect its burnishing 
action. Moreover, the compound, it is 
claimed, does not form non-rinsable films 
that may interfere with the performance 
of subsequent operations. 

Wyandotte Burnishing Compound 317 
may be used for burnishing with steel 
balls, for burring, or for combined burn- 
ishing and burring with chips and stones 
in either open or closed barrels. 





Richardson-Allen Automatic 
Electronic Voltage Regulator 


Said to maintain a constant d.c. out- 
put voltage regardless of the ampere load 
current, the Richardson-Allen Automa- 


Your Sauiug 
ON ONE LOT OF FINE ELECTRICAL PARTS 
MIGHT PAY FOR A BIG SUPPLY OF 


PRECISION 


DUST CAPS AND THREAD PROTECTORS 


REAL PROTECTION for small fittings, ex- 
posed openings, coil forms, etc., storage 
or transit. Any shape. Keeps out moisture, 
oil, rust, dust, and grit. Acid-free, spir- 
ally wound for strength. Send for sam- 


ples and descriptive folder. 


PRECISION PAPER TUBE CO. 


2053 W. Charleston St., Chicago 47, Ill. 
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Richardson-Allen Automatic Electronic 
Voltage Regulator 


ket by the Richardson-Allen Corp., 15 
20th St.. New York 11, N. Y. The vol 
regulator is claimed to have maximu 
regulation sensitivity. At any prew, 
voltage, a voltage change of plus or mil 
us 1/10 to 4% volt is said to cause iy 
stantaneous control reaction. is 

Features of the Richardson-Allen & 
tomatic Electronic Voltage Regulator i 
clude a voltage selector preset switch, j 
lot light that shows changing loads, | 
power consumption, and compact ci 
struction that allows for easy handlit 
of the unit. The regulator measures 
inches high x 14 inches wide x 12 inch 
deep and is designed for 115-volt, sing 
phase, 50/60-cycle a.c. input; the stani 
ard model is for 1 to 9-volt d.c. outp 
Models can be designed to meet partic 
lar specifications for any line volta 
and frequency. 





Louric Electro Plater 
A portable plating unit for laboratoy 
and special use, to be known as ti 
Louric Electro Plater, is now being ma 
keted by the Louric Manufacturing ( 
1809 Callowhill St., Philadelphia 30, F 
The unit is designed for operation onl 
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In retrospect, it appears hazardous and 
plodding. Today. business and industry 
demand speed, efficiency, and positive re- 
sults. In the field of light metals 


ALODIZING WITH 


Modine 


is the modern answer to the old problem of 
protecting aluminum and conditioning it for 
paint. 

ALODIZING** is completed in 2 minutes or 
less. It requires no expensive electrolytic 
equipment—no especial skills. Coating and 
sealing are achieved simultaneously — in a 
chemical bath. Except for the ‘““ALODINE” 
tank, which must be of stainless steel, only 
mild steel equipment is needed. Aluminum 
fabricators—for maximum protection of painted 
or unpainted surfaces—for speed—sim licity 
—economy—reduced handling— ALOD DIZE* 


*Trade Mark of the American Chemical Paint 
Co.—Reg. U. S. Pat. Off.—denoting a phos- 
phate-chromate containing compound for 
coating metal articles. 

**Trade Mark of the American Chemical Paint 
Co.—denoting the process of coating metallic 
articles with phosphate- Tg compound 
in a bath made with ‘‘ALOD 


‘yy PAINT CO. 
j PENNA. 
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OIL, 


volts, 60-cycle a.c., but can be obtained 
for operation on d.c. if desired. 
Enclosed in a steel kit, the Louric 
Electro Plater features concealed anodes, 
tell-tale light indicator, snap switch for 
operation, cold processed solutions (all 
color solutions available), easily replace- 
able beakers, and lid to protect solutions 
from dust. The unit is supplied complete 
with 1 pint of gold solution, 1 pint of 
silver solution, 1 pint of lacquer, 1 pint 
of lacquer remover, 2 anodes, 1 wire 
clamp, and 1 package of plating wire. 





McDougall - Butler ‘Ferrolastic”’ 
Rubber Base Paint 


Said to be ideal for concrete floors, con- 
crete walls (inside or outside), masonry 
surfaces, and metal surfaces (requiring 
chemical resistance), a rubber base paint 
to be known as ‘‘Ferrolastic’’ is now 
being marketed by the McDougal-But- 





Louric Electro Plater in use 


ler Co., Inc., Buffalo 5, N. y. 
Designed to resist acids, alkalis, 
weather, and water, the paint 
can be easily applied by the 
brush or spray method and is 
said to dry quickly. 

McDougall - Butler Ferrolas. 
tic Rubber Base Paint is avail. 
able in several types, including 
a floor enamel, masonry paini, 
and chemical resistant coating, 
The floor enamel is a high gloss 
enamel that is said to stay glos- 
sy, and is designed to resist pen- 
etration of water, acid, or soap 
alkali. It is said to be ideal for 
all concrete floors as the en- 
amel seals the concrete, thus 
preventing cracking, moisture damage, 
and deterioration, and is available ina 
choice of six colors and white. 

The masonry paint is designed to pro- 
duce a non-fading weatherproof coating 
on stucco, masonry, cinder blocks, con- 
crete blocks, and asbestos shingles. Also 
said to rebond deteriorating masonry, 
the paint is offered in a choice of six 
colors and white. 

The chemical resistant coating is in- 
tended for the protection of tanks, pipes, 
walls, or any other surfaces exposed to 
chemicals, and is available in eight at- 
tractive colors that are said to stay firm 
once applied. 


Colonial Type S Dust Collector 

Recommended for machines which are 
used intermittently, a dust collector 
which is substantially constructed with 
angle iron framing and heavy gauge 
steel and is completely self-contained in 








FoR MA WRPerfect Fimishia on 
Automobiles, Metal Products, Etc. ... Use the 


Edeal Tack Rag 


Recommended by all leading paint manufacturers 
Available in 4 sizes—12x18—18x18—18x36—36x36—Immediate Delivery 


IDEAL CHEMICAL Cco., 1499 Dean Road, Cleveland 21, Ohio 
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FOR ROTARY 
CLEANING 
and 


BURNISHING 


does a quality tumble-deburring operation on 











DU-LITE 
TUMBLING COMPOUNDS 


DU-LITE No. 222 is an abrasive-free tumble 
cleaning agent, designed speedily to remove messy 
oil films and soil impregnations from metal parts 
through its powerful, yet harmless detergent 
action. No. 222 can be used in tumbling barrels 
with or without steel shot, discs or stone chip 
fillers. 


DU-LITE No. 333, containing selected abrasives, ‘ ‘ ‘ 


metal parts, and produces a velvety smooth finish. 
No. 333 can be used with or without steel shot, 
discs, or stone chip fillers. These new products 
are up to DU-LITE’S famed high standard. 


FOR ROTARY 
DEBURRING 





Send for generous experimental samples of these tumbling 
compounds and the literature describing their unique features. 


DU-LITE CHEMICAL CORP. 


100 River Road 


MIDDLETOWN, CONNECTICUT 
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a box 20 x 22 x 16 inches is announced by power unit. This plate can be removed 
the Colonial Blower Co., 17 Francis Ave., and placed on a bench or table for work. 
Hartford, Conn. The front of the box is ing convenience if changes or repairs 
a hinged door which permits easy access are necessary. 

Designated as the Type S, the dust ¢o}- 
lector, according to the manufacturer, 
has a capacity of 325 c.f.m. at 3\%-inch 
w.g. and will produce a static suction of 
2-inch w.g. in a suction nozzle with 4 
feet of 3-inch diameter flexible meta) 
hose. Powered with a % h.p. motor, the 
unit can be used to serve surface grind. 
ers, tool grinders, and other isolated ma. 
chines which cannot readily be connect. 
ed to an exhaust system. 


Singleton High Temperature 
Lucite Plating Tank 


A transparent plating tank for labora- 
tory and production plating is now being 
marketed by the Singleton Co., 9823 Lo- 
rain Ave., Cleveland 2, Ohio. The tank 
is made of high temperature Lucite 
which is said to provide for unlimited 
for removing dirt, changing filters, or life; resistance to all aqueous acids with 
for inspection. The back of the box is no contamination even when changing 
a heavy plate on which is mounted the from one bath to another; ruggedness; 
heat and electrical insulation; and trans- 
parency, thus enabling the action of the 


- bath to be obs »d. 
H A R R i S @] N "vor namin oui operations, a 
Lucite tank located within a steel tank\s 
YA ws N available. 
COMPOUNDS 


for 
BUFFING and POLISHING 
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Stocker and Yale Miniature 
Fluorescent Microscope 


Lamp 

Designed to meet the need for a cool 
light source of high intensity and uni- 
form field for direct attachment to most 
types of microscopes for use in the final 
inspection of finished parts and the basic 
analysis of pigments for paints, as well 
as other applications, the Stocker & Yale 
Miniature Fluorescent Microscope Lamp 
illustrated herewith has been placed on 
the market by Stocker & Yale, 48 Birch 
St., Marblehead, Mass. The twin 4-watt 
fluorescent lamps straddle the micro- 
scope objective lenses and direct a flood 
of light to all surfaces of the object under 
study. Halos and highlights are said to 
be eliminated by the length and separa- 
tion of the bulbs and by the nature of 
fluorescent light itself. 

The Stocker & Yale Miniature Fluores- 
cent Microscope Lamp is designed to pro- 
duce a light intensity of 450 foot-candles 
at a 3-inch working distance and a color 
temperature of 3,500 deg. Kelvin. The 
operating temperature of the lamp (115 
deg. F.) permits comfortable operation 
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Stocker & Yale Miniature Fluorescent 
Microscope Lamp 


due to the absence of radiant heat and 
hot surfaces. Operation is limited to 115 
volts, 60-cycle a.c. Starting is accomplish- 
ed by connecting the plug-in type ballast 
reactor at the end of the 6-foot lamp cord 
into a standard electrical outlet and then 
twisting the starter knob on the lamp. 
Both bulbs are said to light immediately 
without flicker and are rated at 2,50 
hours normal life. 

The Stocker & Yale Miniature F'luores- 
cent Microscope Lamp is 1% inches high 
x 2% inches wide x 6% inches long. Sev- 
eral styles of attaching brackets areavail- 
able for various models of microscopes, 
and the lamp is finished to harmonize 
with the microscope. 


Andrew Motor-Driven 


Tumble-Jar 


A recent addition to the Tumble-Jar 
line manufactured by Andrew Technical 
Service, 111 E. Delaware Place, Chicago, 
Ill., is the motor-driven model shown 
herewith. Powered by a gear reduction 
motor, it rotates a glazed chemical stone- 
ware jar,6 inches in diameter by 8 inches 
high, at a speed of approximately 55 
r.p.m. Owing to the heavy weight of the 
glazed jar, it can also be used as a ball 
mill. The jar has a reinforced rim and 
stoneware cover which fits tightly a- 
gainst the soft rubber gasket by means 
of a metal clamp, making it leakproof 
in use. Overall dimensions are 14 x 2 
x 15 inches high. The motor can be oper- 
ated on 115 volts, 60-cycle alternating or 
direct current. 

In chemical process work, the unit is 
applicable to research operations and pi- 
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Andrew Motor-Driven Tumble-Jar 


lot tests on chemicals, coloring agents, 
pigments, and paints. It can be used for 
blending, mixing, dispersions, emulsions, 
and colloids. Liquids and solids can be 
handled. 

Industrial applications include small 
scale tumbling, deburring, and plating 
operations on metal parts, ceramics, rub- 
ber, and plastic materials. 


Unichrome Clear Dip 


Unichrome Clear Dip, a single chemi- 
cal treatment for new zinc plate, has 
been developed by United Chromium, Inc., 
51 E. 42nd St., New York 17, N. Y. The 
dip is said to produce a brilliant conver- 
sion coating on ordinary zinc plate; tests 
have shown treated zinc to withstand 
more than 50 hours of standard salt spray 
exposure without dulling or the forma- 
tion of white corrosion, it is claimed. 

The process is described as fast, with 
good results obtained at room tempera- 
ture. Actual dipping time is from 5 to 
20 seconds, with several water rinses pre- 
ceding and following the dipping. Acid- 
proof or suitably coated tanks and dip- 
ping baskets are used. 

Unichrome Clear Dip is said to make 
zinc a practical product finish. Treated 
surfaces are claimed to have an unusual- 
ly bright finish and maximum resistance 
to discoloration, to be non-fingermarking, 
and to possess excellent ‘‘shelf-life.’’ The 
treatment is also said to form an excel- 
lent primed surface for any Clear lacquer 
or pigmented organic coating. 
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Duraplex ND-78 Alkyd Resin 


Known as Duraplex ND-78, a non-oxy- 
dizing phthalic alkyd resin with high al- 
kali resistance, excellent color retention, 
and compatibility with urea or melamine 
formaldehyde resins and nitrocellulose is 
announced by the Resinous Products & 
Chemical Co., Washington Square, Phila- 
delphia 5, Pa. Used in combination with 
such urea formaldehyde resins as Uform- 
ite F-200E or MM-55, Duraplex ND-78 
forms vehicles particularly suitable for 
white baking enamels for washing ma- 
chines, hospital equipment, stoves, kit- 
chen cabinets, and other applications. 

When used with nitrocellulose, Dura- 
plex ND-78 is said to produce high qual- 
ity lacquers for furniture, automotive 
use, and metals requiring general pur- 
pose pigments or clear coatings. 





Edmont No. 908 Rubber-Coated 
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workman preferring lightweight and flex- 
ibility and at the same time full water- 
proof protection and long wear is an- 
nounced by the Edmont Manufacturing 
Co., Coshocton, Ohio. The glove is made 
of a special high tensile fabric having an 





Edmont No. 908 Rubber-Coated Glove 


improved rubber coating which is said 
to afford maximum hand freedom, com- 
fort, and a firm grip. 

According to the manufacturer, the 
Edmont No. 908 Rubber-Coated Glove is 
water and liquid- sii oil and grease- 
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One Hour Dry 


@ One coat covers to give your 
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Easy to apply by brush, spray or dip- 
ping. Tack dries in 15 minutes, dries 
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card and information. Made only by 


McDOUGALL-BUTLER CO., Inc. 


pT Nn 








6 Evans Street 


Buffalo, New York 


Ee! 


126 PRODUCTS FINISHING 





resistant, and is recommended for heay 
duty jobs, as well as for lighter work, 





**Quakesters”’ 

The Quaker Chemical Products Corp., 
Conshohocken, Pa., announces the manu- 
facture of polyethylene glycol esters 
under the trade name of ‘‘Quakesters,” 
These materials are intended for ‘use ip 
the manufacture of textile finishing ma- 
terials, paints, emulsion products, plas- 
tic articles, adhesives, and other items, 

The Quakesters are surface active 
agents of the non-ionic type. Certain 
specific members are said to be excellent 
detergents, while others are high in emul 
sifying power. Still other usages are de- 
pendent upon the esters as plasticizers 
and dispersing agents. Depending upon 
molecular structure, water or oil solu- 
bility or dispersibility of individual esters 
varies over a wide range. Unusual flex- 
ibility of chemical and physical prop- 
erties is obtainable, thus enabling the 
esters to be used for meeting a diversity 
of requirements. 





Prufcoat Aluminum 

Prufcoat Aluminum, an_ economical 
all-purpose ready-mixed aluminum paint 
that is said to stay bright over a long 
period, is now being made available for 
general maintenance painting by Prif- 
coat Laboratories, Inc., 63 Main &t, 
Cambridge 42, Mass. The paint is made 
with a special aluminum powder that is 
said to leaf unusually well. According 
to the manufacturer, each particle of 
aluminum powder is encased in a special 
acid, alkali, and water-proof synthetic 
vehicle, thus protecting the leafed alu- 
minum from any dulling or corrosive 
effect. 

The leafed alumiuum particles plus 
the polymerized Prufcoat vehicle, in ad- 
dition to providing positive protection 
against acids, alkalis, and water, are 
claimed to seal-in all average surface 
conditions. The volatile solvents in Pruf- 
coat Aluminum are said to evaporate 
within a few minutes after application 
to leave the coating dry to the touch, 
thus making it particularly useful for 
outside storage tanks, fences, roofs, 
sheds, and so on, as well as for produc- 
tion line painting where it is desired to 
paint sheet metal products and either 
keep the production line moving or han- 
dle the painted product within a matter 
of minutes. 
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Ideal Redesigned Portable 


Electric Cleaner 


Ideal Industries, Inc., 1031 Park Ave., 
sycamore, Ill., announces @ completely 
redesigned portable electric cleaner 
which, it is claimed, can be operated con- 





Ideal Redesigned Portable Electric Cleaner 


tinuously 24 hours a day if necessary. 
The unit is available in two models; 
namely, a heavy duty model weighing 
14% lb. which is powered with a 1% h.p. 
motor and is designed to blow air at a 
velocity of 25,000 feet per minute, and a 
medium duty model weighing 9% Ib. 
which is powered with a 2/3 h.p. motor 
and is designed to displace air at 19,000 
feet per minute. Both models have pre- 
cision type sealed ball bearings and air 
stream cooling scrolls which are said to 
permit continuous operation without 
overheating. 

According to the manufacturer, the 
Ideal Portable Electric Cleaner can be 
used aS a vacuum for removing dirt, 
dust, and grime from machinery, motors, 
generators, electrical apparatus, floors, 
benches, overhead pipes, and so on, or 
may be used as a sprayer for paint, var- 
nish, lacquer, and so on. If a drying 
action is desired, a heater nozzle may be 
attached to the unit for raising the air 
flow temperature to a minimum of 85 
deg., thus making it useful in drying 
motor windings and electrical equipment 
to prevent shorts and corrosion, as well 
as in drying paint, ink, and so on. 
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Durco Hills - McCanna Saunders 
Patent Diaphragm Type Valve 


A diaphragm type valve known as the 
Hills-McCanna Saunders Patent Valve is 
now available from the Duriron Co., Inc., 
Dayton 1, Ohio, in the corrosion-resisting 
alloys, Duriron and Durichlor. The Dur- 
iron valve is said to be particularly resis- 
tant to sulfuric, nitric, and acetic acids, 
being practically unaffected in any con- 
centration and at any temperature. Duri- 
chlor is recommended for all concentra- 
tions of hydrochloric acid at tempera- 
tures below the boiling point. 

The basic three-unit construction—bon- 
net assembly, diaphragm, and body—is 
the same in the Durco Valve as in all 
other Hills - McCanna Saunders Patent 
valves. The moving parts of the bonnet 
assembly are loose - fitting and free- 
acting. A tough, resilient reinforced 
molded diaphragm, available in many 
types of rubber and synthetic rubber ma- 
terials, separates the body and the oper- 
ating mechanism. A stud is molded into 
it for attachment to the compressor. This 
stud attachment permits accurate control 
of the diaphragm for throttling and for 
operating under pressure or vacuum. 

The valve body is comparable to two 


ROTO-FINISH! 





PARTS MECHANICALLY 
CUT LABOR COSTS 


Produce semi-lustrous finish on stampings, 
machined parts, die castings, forgings, 
extrusions for automotive, building, 


plumbing, appliance, general hardware, 
fishing tackle, tools, business machines. 
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Durco Hills-McCanna Saunders Patent 
Diaphragm Type Valve 


long sweep elbows joined together. Free- 
dom from pockets, grooves, and recesses 
is said to reduce pressure drop to a min- 
imum. Even the most severe slurry ser- 
vice is said to have little or no effect on 
any part of the valve body when made of 
Duriron or Durichlor, since these alloys 
are claimed to be extremely hard and 
abrasion-resisting. 





““Redskin” Protective Coating 


Recently developed by the Dennis 
Chemical Co., 2700 Papin St., St. Louis, 
Mo., is a protective liquid-plastic coat- 
ing for polished or bright metal known 
as ‘‘Redskin’’. The coating can be readi- 
ly applied by the spray, brush or dip 





GOLD PLATING SOLUTIONS 
In All Colors 
Guaranteed 100% Pure Gold Content 
Troy Weight a Color Constant 
Tarnish Resistant 
Proven Quality by the Acid Test 
Write or call our experts about your 
plating problems 


Davis-K-Products Co. 
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method and dries quickly, forming 
tough, elastic film that is said to be im. 
pervious to rust, chemical reaction 
smears, or normal handling. The red 
color instantly warns against promiscy- 
ous rough handling of bright or polisheq 
surfaces. 


**Steel-Grip” Safeguard 
No. 15958 


Designed to provide ‘‘over-end’’ finger 
protection, the ‘‘Steel-Grip’’ Safeguari 
No. 15958 illustrated herewith has been 
developed by the Industrial Gloves (Co, 
Danville, Ill. -In addition to protecting 
fingers and thumb on the face and sides, 
the design of the guard also affords lea- 
ther protection to the end of the finger. 

The finger tipincludes no seam or joint, 
thus assuring positive, comfortable hand- 
ling of even the smallest parts for buff- 
ing, polishing, grinding, and so on. The 
seams on the sides of the guard are wel] 


sa 
LEATHER 
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“Steel-Grip’’ Safeguard No. 15958 


up on top of the finger and out of the 
wearing zone. The elastic webbing on the 
back of the guard is said to assure 4 
comfortably tight, cool, non-slip fit at 
all times. 

The Steel-Grip Safeguard No. 15958 is 
made in three weights of leather (light, 
medium, and heavy) in four sizes; name- 
ly, small, medium, and large for fingers 
and a size for the thumb. 
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New Literature 


Concise Chemical and Technical Dic- 
tionary. Edited by H. Bennett. Publish- 
ed by Chemical Publishing Co., Inc., 26 
Court St., Dept. 18, Brooklyn 2, N. ¥. 
1,055 pages, 6 x 9 inches. Cloth binding, 
poard covers. Price, $10.00. 

This volume contains information re- 
garding newly developed synthetic chem- 
icals, processes, and apparatus; thou- 
sands of chemical, physics, metallurgi- 
cal, mathematical, and other terms; the 
most important manufacturing proces- 
ses and machinery; raw materials and 
finished products; terms used in mech- 
anical, electrical, radio, and television en- 
gineering, welding, and other shop prac- 
tices; common and rare chemicals; and 
so on. Included are terms gathered by 
the Allied Combined Intelligence Objec- 
tives in Germany and other occupied 
countries. 

A special feature of the dictionary is 
a listing of thousands of trade name or 
proprietary products in the synthetic res- 
in, plastic, metal, paint and varnish, and 
other fields, including emulsifying and 
wetting agents, plasticizers, detergents, 
accelerators, and anti-oxidants. Conver- 
sion tables are provided for weights, tem- 
perature, specific gravity, and so on, to- 
gether with tables on indicators, organic 
ring systems, chemical elements and 
their discoverers. Also included are up- 
to-date addenda sheets which list the 
newest trade names and definitions of 
additional technical terms. 


“Index to A. S. T. M. Standards’”’ as 
of December 1946 has been published by 
the American Society for Testing Mater- 
ials, 1916 Race St., Philadelphia 3, Pa. 
The publication is really an adjunct to 
the A. S. T. M. 1946 Book of Standards 
and enables any of the some 1,400 stand- 
ard specifications and tests in the vol- 
umes to be readily located. The index is 
also a service to those desiring to deter- 
mine whether the A. S. T. M. has issued 
Standard specifications, test methods, or 
definitions covering a particular engi- 
neering material or subject. 

All items are listed in the index under 
appropriate key words according to the 
particular subject they cover. As a con- 
venience, a list is given of the specifica- 
tions and tests in numerical sequence of 
their serial designations. Copies of the 
242-page publication are furnished with- 
out charge on written requests to A. S.T. 
M. headquarters. 
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Plating Rack Manuel. By William E. 
Belke. Published by Belke Manufactur- 
ing Co., 947 N. Cicero Ave., Chicago 51, 
Ill. 100 pages, 8% x 11 inches. Illustrated. 
Board covers. Price, $5.00. 

How to cut costs by improved racking, 
how to design efficient racks, how to 
make racks that stand up, how to make 
anodizing racks, how to select the most 
efficient rack insulation, and how to rack 
small parts are a few of the many topics 
covered in this unusually complete plat- 
ing rack manual prepared by a man with 
over 25 years of pioneering in the devel- 
opment of more eflicient plating racks. 
One hundred and forty four illustrations 
show actual production-proved racking 
methods, and 30 full-page plates present 
Belke standard design racks, removable 
tips, and cathode hooks. 

Some of the subjects covered in the 
manual are: Positioning Difficult Arti- 
cles for Plating; Spacing to Avoid Shad- 
ing; Use of Auxiliary Anodes and Burn- 
ing Bars; Determining the Most Efficient 
Rack Style; Determining the Size of 
Frame Members, and so on. 


“Step Up Production,’ a i6-page illus- 
trated booklet intended for those engag- 











@ Better Finishing 


@ Lower Cost 

Especially designed for high speed cylindrical work, 
““PRODUCTION'' MODEL 101 centerless feed pol- 
ishing machine produces better finishing at lower 
cost. It feeds automatically without centering, 
chucking or holding. All parts are guarded and 
readily accessible for changing the wheel. The con- 
struction is rigid and durable throughout. Any 
desired finish on rods, tubes or bars, 4” to 6” 
in diameter. 


PRODUCTION MACHINE CO. 
Greenfield Mass. 
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ed in finishing metal parts by grinding 
and polishing, is announced by the 
Minnesota Mining & Manufacturing Co., 
St. Paul 6, Minn. The booklet features 
the ‘3M Backstand Method’’ and con- 
tains among other data nine photo- 
graphic case histories of plants which 
were able to cut grinding and finishing 
time from 30 to 80 per cent by adopting 
this method. Also included are informa- 
tion and pictures regarding the various 
pieces of equipment which may be adapt- 
ed to the method and a description of 
the 3M Methods Engineering Service 
which is available to those requiring help 
on grinding problems. Copy free. 


“Adhesive Facts”’ is the title of a four- 
page bulletin released by the B. B. Chem- 
ical Co., 784 Memorial Dr., Cambridge, 
Mass., which lists typical materials bond- 
ed by Bostik adhesives, examples of pro- 
ducts now being made with Bostik, and 
types of adhesives in the Bostik line. Co- 
py free upon request. 


Corrosion Resistant Materials and 
Equipment. As an aid in helping those 
interested in corrosion resistant mater- 
ials and equipment to determine quickly 
the wide range of products manufactured 
by the company, The U.S. Stoneware Co., 
Akron 9, Ohio, has prepared a 16-page 
bulletin which presents illustrated and 
descriptive information on acid brick, 
acid pumps, Acikote, chemical porcelain, 
chemical stoneware, conical blenders, cor- 
rosion-resistant cements, drum _ rollers 
and tumblers, Duralon, gasketing, jar 
mills, laboratory equipment, lead, pipe 
and fittings, pots and jars, protective 
coatings, raschig rings, Resilon, suction 
filters, rubber, tank linings, tower pack- 

















ALLWOOD 


“Vienna Brand" Lime 


Made from Limestone that is identical in chemical 
analysis and geological structure with European 
Imported Lime. Tests show a “‘lime cake’ made 
from Allwoed ‘‘Vienna Brand’’ Lime equals the 
finish made from imported lime. 


WRITE FOR FULL PARTICULARS 


ALLWOOD LIME COMPANY 
| Manitowec . Wisconsin 
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ing, tubing, Tygoflex, Tygon, and valves, 
Copy of Bulletin K is available free by 
writing to Mr. R. W. Grace at the above 
company. 


Durco Heat Exchangers. A four-page 
illustrated bulletin on heat exchangers 
for heating and cooling Corrosive goly- 
tions has been released by The Duriron 


Co., Inc., Dayton 1, Ohio. The bulletin | 


includes (1) data on the corrosion regis. 
tance of Duriron, the high silicon iron of 
which the heat exchangers are made; ()) 
data on the uses and advantages of th 
heat exchangers; (3) sketch of a typical 
chrome plating arrangement; (4) sketch 
of a typical anodizing installation; (5) 
drawing showing a complete corrosion- 
resisting heating or cooling unit, consist- 
ing of Durco heat exchangers, pumps, 
pipe and fittings, all mounted on a steel 
frame, assembled and supplied as a unit: 
and (6) installation photographs. Copy of 
Bulletin No. 1603 free upon request. 


American Bonded Steel Base Metals, 
An illustrated folder containing descrip- 
tive information on, as well as actual 
samples of, American Bonded Nickel 
Steel, Chrome Steel, and Copper Steel, 
available in coils \% to 24 inches wide 
for use in the production of a wide var: 
ety of items, has been prepared by the 
American Nickeloid Co., Peru, III. Copy 
free upon request. 


Oakite-Vapor Steam Cleaning Unit. A 
12-page illustrated booklet descriptive of 
its improved Oakite-Vapor Steam Clean- 
ing Unit, a steam generator for all-pur- 
pose industrial steam-detergent cleaning, 
has been issued by Oakite Products, Inc., 
20 Thames St., New York 6, N. Y. Data 
on unit construction, engineering specif 
cations, types of models available, and 
job applications of the steam generator 
for multiple-duty industrial steam-clean- 
ing and paint-stripping operations are 
factually presented in concise form in 
the booklet. For greater clarity, the text 
has been augmented by a series of clear 
cut illustrations of operating, control, ant 
mechanical features; types of models & 
vailable to meet varying job require 
ments, and interesting views of the unit 
in actual steam-cleaning operations of 
various kinds. Copy free upon request. 
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National Paint Dictionary. 3rd edition. 
By Jeffrey R. Stewart. Published by 
Stewart Research Laboratory, P. O. Box 
173, Benjamin Franklin Station, Wash- 
ington, D. C. 704 pages, 6 x 9 inches. 
Price, $7.50. ats ‘ 

In this third edition of Mr. Stewart's 
National Paint Dictionary, the scope has 
been considerably expanded to the extent 
that the author has called upon two 
noted technologists for assistance; name- 
ly, Eugene F. Hickson, Chief of the Paint, 
Varnish and Lacquer Section of the Na- 
tional Bureau of Standards, and Dr. Ray- 
mond B. Seymour, Director of the In- 
dustrial Research Institute, University 
of Chattanooga, Tenn. The size of the book 
has been reduced to 6 x 9 inches to meet 
the popular demand and to facilitate its 
use on the standard library shelf. The 
number of pages has been increased from 
216 to 704, and a type face has been used 
which provides maximum legibility. 

Instead of deriving a definition as a re- 
sult of references to other handbooks, 
reference volumes, dictionaries, encyclo- 
pedias, and so on, as done in preparing 
previous editions, the author has obtain- 
ed a cross-section of the opinion of lead- 
ing scientific and technical men in the 
industry since it is believed that the 
manufacturer or industrial consumer of 
any particular product is best qualified 
to suggest such a definition. The terms 
included in the dictionary may be divided 
into six categories as follows: (1) indus- 
trial raw materials used in the produc- 
tion of paints and allied products; (2) 
trade names of raw materials and certain 
finished products; (3) terms describing 
processes, methods, systems, and so on; 
(4) terms denoting scientific instruments 
used primarily for evaluation purposes; 
(5) terms denoting colors, optical effects, 
textiles, and so on; and (6) miscellaneous 
terms which provide general information 
to the reader, jargon expressions peculiar 
to the industry, and so on. 


Jensen Infra-Red Ovens. Jensen Spe- 
cialties, Inc., 98331 Freeland Ave., Detroit 
27, Mich., is now offering a 20-page cata- 
log descriptive of Jensen New Principle 
“Dual Heat’? Infra-Red Ovens coordinat- 
ed with Jensen Conveyors. Beginning 
with a dicussion of what New Principle 
Dual Heat is and what it means in terms 
of dollars and cents, the catalog illus- 
trates and explains the advantages of co- 
ordinating conveyors with infra-red 
ovens in performing baking, drying, pre- 
heating, and dehydrating operations. 
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Typical installations in a wide variety 
of plants are depicted and discussed. 
Copy free upon request. 


Ransburg Electrostatic Coating Proc- 
esses. Electrostatic painting methods 
which have enabled manufacturers to re- 
duce paint and labor costs by 40 to 60 per 
cent are described in a 16-page booklet 
prepared by the Harper J. Ransburg Co., 
1248 Barth Ave., Indianapolis 7, Ind. The 
booklet includes illustrations of more 
than 25 typical electrostatic spray in- 
stallations in as many industries, with 
brief case histories provided on many of 
the installations. A variety of electro- 
static detearing operations is also fully 
pictured. 

One section of the booklet explains the 
principles of electrostatic spray and how 
the electrostatic coating zone creates a 
“wrap-around” and causes an even flow 
of atomized paint particles to all exposed 
exterior contours of the product being 
painted. Various sections contain helpful 
information for paint superintendents, 
chemists, production engineers, and top 
management in the consideration of their 
coating problems. Copy free upon request. 





EXHAUST UNITS 


for Spray Booths 
and Hazardous 
Locations 







Fan Sizes 
12” to 42” 


Free 
Delivery 
C. F. M. 

900 to 29200 


immediate Deliveries from Stock. 


Also Manufacturers of a complete line of 


waterwash and dry type gut spray boo 
with accessories. Send for details. 


M. & E. Manufacturing Co. 
2571 Winthrop Ave. 


indianapolis e indiana 
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Vhe Finishing Veuch By J. A. Patterson 
EE | am wear MM 55's 























“Oops! Hello, boss, | didn't see you 
standing there.” 
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The Finish Still Sticks 





ANY organic finishers preparing surfaces of aluminum and its alloys 

condition strips and fabricated parts with Oakite Compound No. 36 

because it reacts safely, efficiently and economically when applied by 
hand, or in still-tank and washing machines. 


A mildly acidic liquid, this specialized Oakite surface-conditioner micro- 
scopicaly etches, then develops a thin adherent phosphate film on work. 


It retards under-coat corrosion . . . provides a fine adsorptive base for 
good initial adhesion and permanent grippage of paint! 


Oakite Compound No. 36 has light detergent properties . . . saves the 
cost and time of degreasing in those installations where the oil or dirt film 


is not too heavy or too solidly deposited. 
FREE Service for Finishers ! 


Why not talk over details of your surface-treatment installation with your 
nearby Oakite Technical Service Representative? He is trained and ex- 
perienced in the cleaning and conditioning of a wide variety of metals 
for every type of finish. Arrange for his FREE Service TODAY! Write on 
letterhead for Special Service Report or Oakite data sheets on any pre- 
cleaning and conditioning problem. No cost, no obligation! 


OAKITE PRODUCTS, INC., 32F Thames St., NEW YORK 6, N. Y. 
Technical Service Representatives in Principal Cities of the U. S$. and Canada 


OA KITE 5.«i""CLEANING 


ETHODS -SERVICE-FOR EVERY CLEANING REQUIREMEN) 
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See haw the ALUNDUM Abrasive pictured above absorbs water— 
soaks up every drop? Thanks to a special NORTON manufacturing 
process it soaks up glue or cement in the same way. 


Because each individual particle of abrasive soaks up adhesive 
rather than repelling it—every ALUNDUM grain sticks to the 
wheel head until its work is done—assuring strong, long-lasting, 
fast-cutting polishing wheels. 


NORTON COMPANY e Worcester 6, Mass. 
Distributors in All Principal Cities 


M_ NORTON ABRASIVES _ 
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| H. on -Van Winkte-Minning Company 
























PLATING PROCESS 


(The Periodic Reverse Current 
Electroplating Process) 





The PR Plating Process, an 
engineering development of Typical Electronic Timer-Contactor 
the Westinghouse Electric Unit which effects current reversal 
nA ‘ at the plating tank. 

Corporation, involves plat- 

ing in the conventional fash- 
ion fora given length of time, 
followed by current reversal : 
for a short period. Repeti- 1) Increased rate of plating 


tion of this cycle provides €} Improved surface brightness 
the following advantages: @ Increased density of deposited metal 


0 Improved metal distribution Characteristic Voltage-Time Cycle 

6 | A for H-V W-M PR Controller. Sample 
ncreased smoothness of deposit curve shows starting line at zero 

e oltage. Short le is anodic; lone 

Decreased porosity ue 





q Better corrosion protection 


© A method for obtaining 
heavier deposits 





CATHOOIC 


VWOUTAGE 
A 


= a 


Licensing Agreements now Time~ seconds 


available for issuance. Write: 
























HANSON-VAN WINKLE-MUNNING COMPANY 


b MATAWAN, NEW JERSEY 
PLANTS: MATAWAN, NEW JERSEY - ANDERSON, INDIANA Ss, * 
SALES OFFICES: ANDERSON ~- CHICAGO - CLEVELAND - DAYTON ~ DETROIT + GRAND RAPIDS Ne gE \® 
MATAWAN + MILWAUKEE - NEW HAVEN - NEW YORK - PHILADELPHIA - PITTSBURGH - ROCHESTER 
SPRINGFIELD (MASS.) » STRATFORD (CONN.) - SYRACUSE 
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An attractive corner of original James Mont design 
by Modern Mode Furniture Company, New York City 


\\ hen a finish of partic- 


ular quality is desired it is natural to 
turn—as does Modern Mode Furniture 
Company—to Egyptian. 

Whether your finish problem con- 
cerns graceful furniture, heavy ma- 
chine tools, modern home appliances 
or whatever, you want more than mere 
surface protection...much more. Count 
on easy application, lasting good looks, 
enhanced salability, when the finish 
is Egyptian. Inquiry is invited. 


THE EGYPTIAN 


He 


= & 


nviting... 
and the 
‘Finishing Touch 
iS 
Egyptian 


oy y) atracrurnc OM PANY 


ey: SPECIALIZED PRODUCTION FINISH EG 


PRODUCTS FINISHING 


P, O. BOX 444, NEWARK, N. J, 
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Tew are the reasons why 
you will find Binks Dynapre- 
cipitor Water Wash Spray 
Booths in the finishing depart- 
ments of America’s leading 
manufacturers. 

In brief: this is the most effici- 
ent spray booth you can buy. 
® Send Today for your copy 
of this new 1947 Binks 
Cataldg Data Book 








- 


m-) 
x 
® \ 
& MANUFACTURING COMPANY 


3114-40 CARROLL AVENUE, CHICAGO 12, ILLINOIS 


NEW YORK © DETROIT © SAN FRANCISCO © PHILADELPHIA © CLEVELAND © PITTSBURGH 
ST. LOUIS © MILWAUKEE © BOSTON © LOS ANGELES © SEATTLE * WINDSOR, ONTARIO, CANADA 








Lhis Prescription 
will provide 


RECOVERY 


Send us your ‘‘symptoms”’ and we 
shall be glad to furnish you a 
sample at no charge. 






















Give us the (1) General description, size and shape of the article to be 
treated. (2) Approximate number of pieces to be handled per hour or 
per eight hour shift. (3) Description of present cleaning methods avail- 
able, such as, vapor degreasing, alkali cleaning, etc. (4) Probable 
method of handling articles, such as mono-rail conveyors, hand dipping, 
manual cleaning, etc. (5) Facilities 

available for heating materials, such Make the adhesion test 
as, gas firing, steam coils, etc. (6) — tl ae 
Probable space available for such aati lace — 
equipment as may be necessary. (7) A: Seven — 
Type or metal to be treated: hot or Not PAInTeD_— : 
cold rolled steel, aluminum or alum- 
inum alloys, terneplate, etc. (8) Is 
the problem primarily cleaning, 
paint adhesion, scale removal, rust- 
proofing, etc.? 










PREP Cleoned 
Section, PAINTED' 


NEILSON CHEMICAL COMPANY 


Section, 
NOT PAINTED 





Windsor, Ont. 6561 BENSON ST., DETROIT 7, MICHIGAN Los Angeles, Calif. 
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@ A BUYING GUIDE FOR ABRASIVES 


Point No. 8 


with Research by 
CARBORUNDUM 





Research and Development 


The Carborundum Commons 1 is consid- 
ereda good source of supply for abra- 
sive products because of its outstanding 
ay accomplishments. Research at 

Carborundum Company is aimed 
: gs ee eae uniform abrasive products 
that cut faster. ..cut cooler...grind more 
pieces per wheel.. .improve the finish 
and, in other ways, improve grinding 
efficiency. 


Because abrasive research is part _ the 
very foundation of The Carborundum 
Com enpeny. a users can rely on cate by 
CARBORUNDUM as being in the fore- 
front of technical improvement. It is this 
assurance which leads so many manufac- 
pe noted for soaueiee ey, to 
peek er abrasives os CARBORUNDUM. 

Carborundum Gas Niagara 


Falls, New York. 


CARBORUNDUM 


BONDED ABRASIVES 
COATED ABRASIVES 


ABRASIVE GRAINS AND 
FINISHING COMPOUNDS 


ng iesting Discs for both flat 
and curved surfaces 


1947 


TRADE MARK 











PRODUCTS FINISHING 








» sume PIECES PER DAY! 


Lad 
Peete — AJAX MANUFACTURING CO 












Racking table. Three types of NANKERVIS racks are used to hold 


Inirror backs, orms and mounting plates. NANKERVIS racks are DESIGNED AND INSTALLED 


nsuloted with Glencote No. 2 for greatest durability 


ri BY 
a | = GEORGE L. NANKERVIS (0, 


—_ , Three thousand Rear View Mir. 
rors per day is standard at the 





Ajax Manufacturing Company. 


/ YS io?” Three parts to be chrome plated! 


opper, Nickel and rinse tanks form a compact group for speedy —mirror back, arm and support— 


‘toate with no conveyor required Filters are used with both plating 


a dale GIA Ubeidied-veetinis that’s 9,000 pieces per day from 
, 1 : this compact plating department, 





Efficiency and uniformity of plet- 
ing are assured by NANKERVIS 
installations whether the re | 
department is small or the largest 


Ts" PLATING PROBLEMS OUR oo 
a ; —Write for an “On the Job” ¢ 


he Chrome tank. Parts are cold water sprayed then hot rinsed after sultation without obligation. 


hroming. Pieces are then removed from racks and travel by conveyor 





built to date. | 


a 





COMPLETE METAL FINISHING EQUIPMENT 
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STEEL CAP SCREWS get a bath 
in hot hydrochloric acid. The 
basket is made of perforated 
Monel sheet. It went into service 8 
over six years ago. 






For pickling 100 pounds... 





or 100 times 100..- 










THESE CRADLE- 
TYPE CRATES 
have been on the 
job since 1942. 
Note their excel- 
lent condition. 


GET THE EXTRA FEATURES OF MONEL 





There's no need to pile on dead weight 
to get stronger, longer-lasting baskets 
or crates. 

Just use Monel*. It resists corrosion 
by sulfuric acid and dilute hydro- 
chloric acid. 

With Monel, you handle bigger pay 
loads faster and with safety. You save 
time... labor... power... acid. 


You save another way, too. Even equip- 
ment that must be designed for a spe- 


cial job can be readily fabricated from 
regular Monel mill forms (rods, bars, 
angles, etc. ) 

Remember the advantages of Monel 
when a pickling problem has you 
stumped. Remember also that experi- 
enced fabricators like THE YOUNGS- 
TOWN WELDING & ENGINEERING 
COMPANY, Youngstown, O. (who made 
the basket and rack above) can offer 
practical help indesign and fabrication. 


THE INTERNATIONAL NICKEL COMPANY, INC., 67 Wall Street, New York 5, N.Y. 


MONEL* wicxer 2, auovs 


Teach wate 
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MONEL* + “K"* MONEL + “S”* MONEL + “R”* MONEL 


““KR"* MONEL © INCONEL* © NICKEL * “L"* NICKEL + “2"* NICKEL 
*Reg. U.S. Pat. Off. 
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You can marr" out production records 
when you eliminate the dust menace with 


non DUST COLLECTORS 


Thousands of TORIT Dust Collectors are now in use. In every 
type of industry they are trapping abrasive dust at its source 
and recirculating cleaned air into the room. In large plants 
and small they are proving economical to own and operate. 
Compactly designed TORIT Dust Collectors fit all 
production layouts. They are now being produced 
in quantity and sizes and capacities to fit all 
Sandord grinding, polishing and cut-off machines 
are available for immediate de- 
livery. For complete information 
and latest TORIT catalog write: 


meat 
Chow 
CHICAGO 


Oct. 18-24 
VISIT OUR 


BOOTH No. ~ene 































TORIT Manufacturing Co. 314 Walnut St. « St Paul 2, Minn. 
TRS Oh OAT Lae ae NS ET EO a 
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Want to get 
BETTER FINISHES 
and 
FASTER SCHEDULES 
at 
LOWER COSTS? 


GLIDDEN 
yw SERVICE 


can help you get them! 


ist. He can give you i ishi 2 
a. Let me discuss your finishing meth 


experience in the ° : > 
yan ate ods with you. If you wish, I'll analyze your 


ow finishing department from end to end, and 
then give you a report. Just one suggestion 
may lead to thousands of dollars in savings 
a year. There’s no charge or obligation. 


. THE GLIDDEN COMPANY « National Headquarters 
Write today to 11001 Madison Avenue e Cleveland 2, Ohio 
Factories and Sales Offices in: Chicago (Nubian Division), Cleve- 

land, Reading, Pa.; Minneapolis, New Orleans, St. Louis, San 

Francisco. In Canada: The Glidden Company Limited, Toronto, 

Ontario. Sales Offices in: Atlanta, Bostan and New York City. 


(ENRAKem 


INO UST RUA re Se es FOR EVER Y PUR FO Ss. € 
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New, modern piating % 7 
plants will be your hard- Y , 


_——— when it’s % @ ; 5 ; 
Did you E-X-P-A-N-D (00 fact? 


The contribution of the plating industry to the war years. From hof water storage tanks to simple wash 






















effort will never be completely told. Production tanks, and exacting chrome plating to anodyzing, 
was doubled and trebled overnight—without time there is a Sarco temperature control that is inex. 
to engineer the job for efficiency, and with many pensive, easy to install and simple to adjust and | 


needed accessories not available. operate. 


When it is over, only the more efficient plating 
plants will survive. Faster plating, more automatic, 
more exacting tolerances and lower costs will be 
demanded—and obtained. 


You can speed up production, eliminate rejects and 
reduce fuel costs by the addition of Sarco equip- 
ment to your present installation. The Sarco rep- 
resentative will study your plant — make recom- 
These strong statements are based on what we mendations—save you time and money without 
know has been done with Sarco in the past few obligation. 







—" 






Sarco Electric Control 
on chromium plating 
tank 


y Sarco No. 87 Control 
on caustic 


Sarco TR 21 Control 
on hot water 
storage tank 
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Ee UIPMENT 
Pee oe Cleaning and 
Rustproofing Small Parts 


This METALWASH Machine automatically cleans, rustproofs and dries 
—all in gine “Saige unit—improves quality, increases 





METALWASH MACHINES are equipped with special designed spray nozzles, 
fed by powerful pumps — do a thorough cleaning job in minimum time. These 
Machines are sturdily constructed throughout — economical in operation. 
Write for information concerning Standard or Special 
CLEANING e PICKLING e DRYING e RUSTPROOFING EQUIPMENT 


METALWASH MACHINERY CO. 
149-155 Shaw Avenue Irvington 11, N. J. 
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Take Your Cue from Norland’ 





eee ee a 


*Game table surfaced 
by Norland Mfg. 
Corp., Brooklyn, N. Y. 
with 1/32’ Claremont 
Rayon Flock sifted on 
silk-screen adhesive 


.. for quality and uniformity —use 


CLAREMONT FLOCK 


applied to masonite 
& composition board. 


The durable and attractive playing surface of the new Norland 
BEAUTY Junior Pool Table is obtained by the use of a CLAREMONT 


Dareletiog sites Flock . . . providing a richer and more appealing finish than 
fabrics in a fullt-range conventional cloth coverings at substantially lowered costs 


of appealing colors. 


VERSATILITY 
Provides a superior aie 
finish on almost any and uniformity. 
surface or shape: ' 
wood, metal, glass, Take your cue from this user and look to Claremont for the 
paper, cork, ete. answer to your finishing needs. Samples for test runs, together 

ECONOMY with full details on uses and application techniques available 
Quickly and easily upon request. Inquiries invited! 
applied using stand- 
ard, low-cost equip- 
ment. 


“We use Claremont Flock’, states Mr. Adler of the Norland 
Manufacturing Corp., ‘because we can depend on its quality 





CLAREMONT WASTE MFG. CO. 
CLAREMONT, NEW HAMPSHIRE 
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FE with ONE APPLICATION 
NO SPECIAL EQUIPMENT... 





se 





K Use metal . . . plastic . . . or wood — with Motletone a single spray-coat application 
gives it that lustrous hammered finish effect that’s so popular today. What’s more, 
your regular spraying equipment does 100% of the job. Because of its smooth yet 


land 
ONT hammered-like appearance, Motletone tends to hide weld marks, scratches or 
han other small defects, and that means fewer rejects and additional savings of pro- 
sts 

duction time. 

d ‘ , is ‘ ‘ 

te This new, durable M&W production finish is now available in a complete range 

of colors, formulated for either baking or air-drying schedules. Write for Technical 
the Data Bulletin 108 and sample color cards or arrange to have an M&W technical 
her consultant discuss your own requirements with you. 
ble PIONEERS 

IN PROTECTION 


_\sanoe] ay aa 
MAAS\/ _& WALDSTEIN. COMPANY... a 


1658 Corroll Avenue, Chicago * 10751 Venice Bivd., tae 
PRODUCERS OF LACQUERS, ENAMELS, SYNTHETICS AND speciauizen PRODUCTION FINISHES 
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| We have now addel a new series 3 of} solutions to 

. our line. These are: = 
Concentrated Gold Plating Solution No. 319, con: 
taining one troy ounce of fine gold. : 
Concentrated Gold Replenishing | Solution No 
320, containing one troy ounce of fine gold. 


Concentrated. Underplate . or Strike No. 3215S 
‘containing one-half ounce of, fine gold. 


Light Yellow, Red an / 
' Green Gold. 
Let us send you okie 
tion booklet for these. 
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Research has always been regarded 
as the most important single function of 
the Randolph Organization. Great care 
has been exercised in assembling a staff 
of expert technicians and large sums of 
money invested in the finest modern 
laboratory equipment and facilities. 





This policy has made it possible to con- 
stantly improve established Randolph 
products and to develop many new sci- 
entifically correct finishes for special 
and exacting requirements. 


The soundness of this policy is proved 
by the ever increasing demand for 
Randolph finishes which required a 
25% increase in our plant facilities last 
year and a further increase of 25% 
which is now being planned. 





We invite you to submit your special 
and difficult finishing problems to us. 


DOPES * LACQUERS « ENAMELS 


RANDOLPH PRODUCTS COMPANY 


Carlstadt | ) New Jersey 














AMERICAN BOSCH PLANT GETS 
WITH G-E RECTIFIER “PACKAGE” 


General Electric units keep watch over tank 





conditions 24 hours a day — put flexible, push 


button control in plating room, next to tanks 


id 


a 


4 
fier a 
, <li 


ahi J 


» 


. i 





In a move for increased efficiency in plating power equip- 
ment, American Bosch Corporation of Springfield, Mass., 
manufacturer of precision automotive and aircraft equip- 
ment, has recently completed installation of an entire new 
bank of General Electric rectifiers with automatic voltage 
control. Running on a 24-hour-a-day schedule, this combina- 
tion of General Electric rectifiers, automatic ‘‘on load” con- 
trols, and operator’s control boxes maintains automatic 
control over 5,000 amperes of plating current. 

With rectifiers and automatic voltage-control units located 
entirely clear of the plating room, the installation provides 
easy checks and maintenance of equipment without inter- 
ruption of plating operations. Operator’s control boxes, how- 
ever, are located where they are needed, right at the tanks, 
for convenient readings and instantaneous push button 
control for necessary changes in voltage. In general, the 
installation gives flexibility, when and where it is needed, 
and constant voltage for long, consistent runs. 


































Push button control located next to tanks gives 
operator at American Bosch Corporation on- 
the-spot control of plating voltage. 


AUTOMATIC VOLTAGE CONTROL 


Instantaneous Push Button Control of Voltage 


“Start,” “stop,” “raise,” and 
“lower” buttons on operator’s 
control box give immediate 
response when changing volt- 
age conditions are required. 
Operator merely holds button 
down until necessary voltage 
is reached. On reaching re- 
quired voltage, General Elec- 
tric automatic ‘‘on load’’ 
induction-type control main- 
tains constant voltage 
throughout operation. Step- 
less voltage changes, and no 
rheostat losses on partial 
load. 


Automatic Operation With “Packaged” @ “2000” Rectifiers and Controls 


Typical automatic “package” consists of the General Electric 12-kw 
“2000” rectifier in combination with induction-type “on load” recti- 
fier control and operator’s control box. The combination automat- 


ically maintains output voltage 
from no load to full load within + 
2 per cent, gives complete flexibil- 
ity regardless of load requirements. 

Maintenance of units is negli- 
gible; efficiency of operation is 
high. Result: an economical power 
system with low maintenance cost 
and with all the convenience needed 
for the most exacting plating 
operations. 

For assistance in converting 
your plating shop to General Elec- 








tric “packaged” power units — or for descriptive data — write to 
Section A82-968, Appliance and Merchandise Department, General 
Electric Company, Bridgeport 2, Connecticut. 


GENERAL @ ELECTRIC 








Serer 





THESE COWLES SPECIALTIES 


MAKE METAL CLEANING, 


8 © For Steel 
AP - EL- 345 - 320 


_ presoak cleaner for die cast- 
ings—it penetrates and loosens 
buffing compounds and tripoli. 

® For Aluminum 


“alkaline electro cleaners for AE- PC - bIXOL 


__ die castings, brass, copper and 
””  steel-also can be used in wash- 
ing machines — free rinsing. SS 
¢ All purpose, low cost ep 
et improved emulsion solvent washing machine ra l-Yohil at: 
type cleaner for all metals in ——B-PS-SM-LIXOL. 
still tanks and washing ma- 
chines—also rust preventive 
for steel . . . ideal for pre- 
cleaning before Bonderizing. 
© Non-clogging steam 


' inhibited acid cleaning and jenny cleaner GM 
descaling compound—does not 
attack base metal noticeably. 


TECHNICAL SERVICE ON REQUEST. 


We will gladly make recommendations. ° Wire coating compound 
Prompt Delivery. WC 





THE COWLES DETERGENT COMPANY 


METAL CLEANER DEPARTMENT 
7016 EUCLID AVENUE ° CLEVELAND 3, OHIO 


¢ All purpose stripper 
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RUBBER GLOVES 


10,000 pr. each sizes 10%, 11, heavy-duty rubber 
gloves, 14” gauntlet, cuffable. Highest quality, for 
acid handling, anode processed by B. F. Goodrich, 
U. S. Rubber Co. Subj. prior sale, low price 60c 
pr., quantity discount, net 10 days, f.o.b. Louis- 
ville, Ky. Minimum quantity 6 doz. Write N. L. 
Fine, Agent, 2123 Dorothy Ave., Louisville 5, Ky. 


FOR SALE 


Monorail, Gas Fired, R. C. Mahon Cleaning. 
Bonderizing and Paint Finishing Systems. 
Metal Production and Tool Room Machines. 
Central Illinois. 20,000 Sq. Ft. 2-Bldg. All 
or Part. Write Box 93, Products Finishing. 
431 Main Street, Cincinnati 2, Ohio. 








FOR SALE 


3-10 H.P. double spindle, heavy duty 
buffing lathes. Never used. 10% dis- 
count off present list. Write: Ford 
Metal, Box 57, Hackensack, N. J. 


MANUFACTURERS’ REPRESENTATIVE 
AVAILABLE 


To take on additional lines — spraying and 
spray booth equipment, paint drying and bak- 
ing equipment, and related product finishing 
items. Can give first class representation in 
Indianapolis and Central Indiana. Weil estab- 
lished. Have operated in this area for the last 
ten years. Box 99, PRODUCTS FINISHING, 431 
Main St., Cincinnati, Ohio. 








This Opportunity Section is available 
for classified advertisements. For 
advertising rates and other informa- 
tion address: 


PRODUCTS FINISHING 


431 Main Street e Cincinnati 2, Ohio 





BOOKS 


Industrial Machinists Handbook. 
World’s best reference of general 
information. $10.98. Address remit- 
tance to: David Nichols & Co., 
Rockmart, Georgia. 











STAIN AND FILLER MAN 


Wanted, a thoroughly experienced Stain 
and Filler man who can supervise formu- 
lation of stains, fillers, etc. We want a 
man who has a thorough knowledge of 
the woods used and is thoroughly con- 
versant and experienced in the applica- 
tion of all wood finishing materials and 
the production problems encountered in 
selling the wood furniture trade. Please 
state age, previous experience in de- 
tail, educational background, and salary 
expected. All replies completely confi- 
dential. Address your reply to Sales 
Manager, The Glidden Company, Nubian 
Industrial Division, Chicago 39, Illinois. 
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C hange in operating plans re- 
quires resale of 3 mo. old belt con- 
veyor, wash, double rinse and dry 


machine. This machine has a 46” 

wide belt and is complete with 

thermostatic control and ventilat- 

ing equipment. New machine 

guarantee. Address Box 97, Prod- 

ucts Finishing, 431 Main St., 
Cincinnati 2, Ohio. 
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To obtain copies of the catalogs 
listed here, indicate on the coupon 
the number of the item in which you 
are interested and mail as directed. 























1. Infra-Red Ovens and Conveyors 

A 20-page catalog published by Jensen 
Specialties, Inc., 9331 Freeland Ave., De- 
troit 27, Mich., illustrates and explains 
the advantages of coordinating infra-red 
ovens with conveyors in performing bak- 
ing, drying, preheating, and dehydrating 
operations in a wide variety of fields. 


2. Surface Conditioning 

Oakite CrysCoat Process, a _ precise 
surface-conditioning procedure for clean- 
ing, rustproofing, and phosphatizing steel 
parts in one quick application, is the sub- 
ject of a special service report released 
by Oakite Products, Inc., 32F Thames 
St., New York 6, New York. 


3. Metal Cleaning Equipment 

A folder telling how seven famous 
companies solved their production clean- 
ing problems is now being issued by 
The Alvey-Ferguson Co., 631 Disney St., 
Cincinnati 9, Ohio. 


4. Plating Rectifiers 

Copper-oxide rectifiers and controls for 
electroplating and anodizing are the sub- 
ject of a catalog issued by the General 
Electric Co., Section A1251-70, Appliance 
and Merchandise Dept,. Bridgeport, Conn. 
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5. Electrostatic Spraying 


Electrostatic painting methods which 
have enabled manufacturers to reduce 
paint and labor costs by 40 to 60 per 
cent are described in a 16-page illustra- 
ted booklet prepared by the Harper J. 
Ransburg Co., 1248 Barth Ave., Indiana- 
polis 7, Indiana. 


6. Centrifugal Dryer 


The Dellinger Mfg. Co., 729 N. Prince 
St., Lancaster, Pa., is now offering a 
fully illustrated bulletin showing the 
Kreider Centrifugal Dryer in use and 
giving complete specifications. 


7. Wrinkle Finishes 


A bi-monthly report on wrinkle finish 
developments and applications and list- 
ing approximately 200 manufacturers of 
wrinkle finishes and coatings is now be- 
ing offered by New Wrinkle, Inc., 1765 
Springfield St., Dayton Ohio. 


8. Spraying Compounds 

A 12-page profusely illustrated booklet 
published by the J. J. Siefen Co., 5633 
Lauderdale, Detroit 9, Mich., discusses 
an efficient method of spraying liquid pol- 
ishing and buffing compounds on revolv- 
ing wheels. 


9. Solvent Degreasing 


A 16-page booklet which emphasizes 
fundamental practices for the economi- 
cal use of degreasing solvents in metal 
cleaning departments of industrial plants 
and describes typical kinds of degreasers 
has been published by the Detrex Corp., 
Box 501, Roosevelt Park Annex, Detroit 
32, Michigan. 
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10. Filters 7 

Alsop Engineering Corp., 206 Keen St., 
Milldale, Conn., is now issuing a profuse- 
ly illustrated book explaining the funda- 
mentals of filtration for various plating 
applications. 


11. Metal Parts Washers 

A 28-page book descriptive of metal 
parts washing machines engineered by 
G. S. Blakeslee & Co., Chicago 50, IIl., is 
now available from this firm. 


12. Chemicals and Coatings 

An eight-page quick reference list of 
rustproofing chemicals, protective coat- 
ings, metal-cleaning chemicals, and in- 
hibitors has been released by the Ameri- 
can Chemical Paint Co., Ambler, Pa. 


18. Dust Control Unit 

A four-page folder published by The 
Kirk & Blum Manufacturing Co., 2816 
Spring Grove Ave., Cincinnati 25, Ohio, 
illustrates and discusses the operation, 
features, and specifications of a portable 
self-contained dust control unit for use 
with grinders, buffers, polishers, and 
other equipment. 


14. Electroplating Conveyors 

Complete details on elevator type full- 
automatic electroplating conveyors are 
contained in Bulletin FA-103 published by 
the Hanson-Van Winkle-Munning Co., 
Matawan, New Jersey. 


15. All-Purpose Lacquer 

The Randolph Products Co., Carlstadt, 
N. J., is offering a color card on an all- 
purpose lacquer, known as ‘‘Randolac,”’ 
which is available in a full range of colors 
for use on metal and wood. 


16. Metal Parts Cleaning 

An illustrated bulletin describing 
equipment and detergents for modern 
metal parts cleaning operations is now 
being offered by the Optimus Equipment 
Co., 133 Church St., Matawan, N. J. 


17. Spray Booths 

Schmieg Industries, Inc., 314 Piquette 
Ave., Detroit 2, Mich., has published an 
eight-page illustrated folder on its ‘‘Cen- 
tri-Merge’’ spray booths, designed and 
built to fit both plant and product. 


18. Degreasers 

The Mechanical Process Co., South 
Orange, N. J., has prepared an eight- 
page illustrated folder describing its 
D’Oiler Degreasers for metal which in- 
clude two and three-dip, vapor spray, 
barrel, automatic and semi-automatic, 
and special large degreasers. 


19. Buffs 

A complete line of buffs for every buff- 
ing requirement, as well, as polishing 
wheels and compositions, are described in 
a six-page illustrated folder released by 
The Udylite Corp., 1651 E. Grand Bivd., 
Detroit 11, Michigan. 


20. Bonderizing 

The Parker Rust Proof Co., 2172 E. 
Milwaukee Ave., Detroit 11, Mich., has 
issued a 44-page profusely illustrated 
catalog on the Bonderizing process for 
the adhesion of paint to metal and resist- 
ance to corrosion. 


21. Organic Finish 

‘‘Polytherm,”’ a heat-resistant organic 
finish for use on electrical equipment 
such as generator housings, ironers, hot 
plates, and space heaters, is the subject 
of a booklet prepared by the Interchemi- 
cal Corp., Finishes Div., 350 Fifth Ave., 
Empire State Bldg., New York 1, N. Y. 


22. Lead and Tin Fluoborate 

Technical Information Manual LTF-1 
containing extensive data on plating 
lead-tin alloys, including full details on 
bath make-up, operation, and so on, is 
now available from the General Chemical 
Co., 40 Rector St., New York 6, New York. 
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STANDARD 


SINCE 1870 





SPECIALIZED PRODUCTION 
FINISHES for 
Wood and Metal Furniture 
Toys 
Office Appliances 
Household Appliances 
Venetian Blinds 
Electrical Equipment 
Insulated Wire and Cable 
Impregnating Compounds 
Metal Decorating, containers, 
closures, etc. 
2 
RAILROAD FINISHES 
all types 
a 
MARINE FINISHES 
all types 


we 
TRADE SALES 
A complete line of Paints, 
Varnishes and Enamels 


® 
TOCH BROS., INC. 
R. I. W. Water-Resistant 
Compounds 
Technical Finishes 


EXPORT 
Industrial and Trade Sales 


for Every Purpose 





@ Standard Varnish has over 75 
years’ experience in the develop- 
ment and research of protective 


and decorative coatings. 


@ Our steady growth and integrity 
have made us an independent lead- 


er in the industry. 


@ Quality control and personalized 
service assure you uniformity and 
the best products for your specific 


needs. 














| BEING AN INVESTMENT, every foot of space in your plant @ 
yield a good return. ; 
In the cleaning department this is especially important beca 
production is routed through this space at least once—perhaps seyt 
_ times. There must be no bottleneck. 
| Detrex standard degreasers and parts washers—some hand-operat 
| some conveyorized—fit into any production line setup. For the 1 
| economical and rapid metal cleaning in the floor space available, ¢ 
| sult a Detrex field representative today. j 


PERM-A-CLOR and TRIAD, vapor degreasing solvents, and ~ 
TRIAD alkalis and emulsions give trouble-free performance. 


oy | 





Pi Eanes 





~~ seat DETROIT 32. MICHIGAN 








